Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 


25X1 



Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 



Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R00020001000 1 -3 







DUPLEX-WHEEL GRINDERS BL3 


6L4 


These machines are adapted for the grinding of seams, castings and forgings, and for 
the sharpening of cutting tools, chisels, etc. They can also be employed as polishing 
machines. 


THE SPINDLE rotates in special ball bearings. The power is transmitted by V-belts from the electric 
motor located on a hinged plate inside the column. Both spindle ends are equipped with metric tapers for 
clamping the spindle extensions with the grinding wheels. The bearings are protected by labyrinth packings 
against the entrance of dust and dirt. 

A powerful braking mechanism ensures Instantaneous stopping of spindle. The grinding wheels are covered 
by hinged protective hoods. 

The machines are made in two sizes: 

with grinding wheels up to dia. 225 mm for light work, 
up to dia. 350 mm for heavy duty. 










STROIEXPIMT 





102 UNIVERSAL TOOL AND CUTTER GRINDER 


togethi 




The 


achi ne proper : 


a) THE WHEEL head, of the swivel type, can be vertically adjusted by hand 
wheels from both sides of the column. The spindle rotates in dustproof preci- 
sion bearings and is provided with 2 Morse tapers for receiving the grinding 
wheel mandrels. The spindle drive is by endless Texrope directly from the 
two-speed electric motor which is vertically adjustable on the column for 
belt tension. 

b) The cross slide carrying the work table is mounted directly on the V-guides 
of the bed. The cross hand feed is operated by hand wheels with micrometric 
dials. These handwheels are located at the front and at the rear of the ma- 
chine. The guide-ways of the cross slide are adequately protected against 
the entrance of dirt. 

c) THE TABLE. Its lower part is mounted on the cross slide on precision roller 
chains, a feature which ensures easy and accurate longitudinal movement. 
The upper part is adjustable on dials for taper grinding. The rapid travel of 
the table is controlled by a crank while slow feed is actuated at the front 
over the differential. When the drive is disengaged the table can be easily 
moved by hand. The table travel is controlled by dogs functionning as mo- 
vable or positive stops. 


NORMAL ACCESSORIES: 


d) THE WORK head is arranged to swivel in horizontal and vertical plane. 

; The amount of swivel can be read on the accurately graduated scales. The 
spindle head is graduated for setting the cutting angles. The spindle is fitted 
to receive metric taper No. 60 at the one and Morse taper No. 5 at the other 
end with the distinct possibility of altering the taper by means of reduction 
sleeves. To lock the wheel head on the table takes a minimum of time. The 
.same applies to the clamping of the ancillary equipment. With a view enab- 
ling the grindingoflarger diameters, the wheel head can be raised by means 
of the head block, thus bringing the height of centres from 130 mm (5") to 
180 mm (7"). The spindle head is provided with slots on its both sides for 
clamping the tooth rests and various special attachments and fixtures. 


e) TAILSTOCKS. As these are in precision alignementwith the working spindle 
axis, either both tailstocks or one tailstock combined with the working 
spindle can be used for clamping the workpiece. The centre sleeve of the 
left-hand tailstock is stationary, that of the right-hand tailstock movable 
The pressure of the center upon the workpiece to be ground is controlled 
by spring. 


1) EQUIPMENT OF i HE MACHINE: The machine is equipped with mandrels; 
grinding wheels and flanges, ejection arbor, with necessary spanners and 
„ ''.'.'.pressure gun. ■' 





17. TWIST-DRILL GRINDING ATTAGHMENT. Is intended for the grinding of 
twistdrills from 5 (0.2") to 25 mm (1"). Supplied with the attachment is. 

-- a special -arbor with flange, a grinding wheel and a wheel dressing device, 

18. DIVIDING attachment. Mounted on jhe working, spindle, this attach- , 
ment enables the division of the cutter perimeter in the desired number of 
teeth- It is also used to advantage for the sharpening of cutters. Grinding 
wheels with division 2 (0.08"), 4 (0.16'0. 6 (0.24"); 8 (OiSIfl) andT2;(0.47") are r 
supplied for use-with the attachment. Further grinding wheels with diyi- . 
Sion 5 (0 2"), 7 (0 28"), 9 (0 35"), 10 (C 39"), 11 (0 43”), 13 (0.5"), 14 (0 55"), 
15 (0.59"), 16 (0 63"), 17 (0 67"), 18 (0.7"), 19 (0 75"), 20 (0 79"), 22 (0.87"). 
24 (0.94"), 28 (1-1"), 32 (1.26<'), 36: (1.42") and 60 .(2;36"), : 70.; (2.76"),: : 
80(315") are delivered to customer's order and against extra charge,: : 

19- THE DUSTEXHAUSTING ATTACHMENT is equipped with a motor of its : 
own as well as with a special holder so that the suction nozzle (in: two, 
different executions) can be adiusted to suit the particular profijerof qnx : 
grinding wheel used. 

20- THE MAGNETIC CHUCK COMPLEMENTS the Cylindrical grinding attach- 
ment. The magnetic chuck has a diameter of 150 mm (6")-: On special re-, 
quest, this accessory is supplied with a rectifier assembled directly on the 

supplied Without rectifier. 

22 MILLING CUTTER RADIUS GRINDING ATTACHMENT. This attochment is 
especially adapted for chamfering the edges of milling heads, and for 
chamfering face milling cutters up to a 300jmm..(12:in,) diameter. , 

23 COLLET CHUCK ATTACHMENT. Is intended for quick-gripping of small 
tools with shank tapers Supplied as normal accessory is o 20 mm (0.8") 
diameter collet Collets ranging from 6 mm (0 2") to 20 mm (0.8") are 
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DESCUIPTIOX 
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The Type BBZ 60 Centerless Grinding Machine 


is intended for high precision grinding of cylindrical parts, straight as well as with shoulders, tapered 
parts as well as parts of various shapes. 

Straight cylindrical parts are machined by a method known as through-feed grinding, parts of other 
shapes by infeed-grinding. 

On the machine, grinding can be done on parts made of steel, hardened 
copper, aluminium, glass, plastics (e. g. fountain pens) and common 
cessary to select a suitable grade of grinding wheel. 

The operation of the machine is very simple and no speoialy skilled person is required to set it up. 
The centerless grinding machine is very versatile in its application and the great variety of grinding 
work ivhich can be done on it makes it one of the most useful machine tools. 
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— Equipment L^ng 

Grinding Part us ed 

.t.nd.rd 3 dte »0 

. , 1 5 dia — 3 dia/220 

1 bx, VW special tlia/8% 

■V .g f" ” i . , 3 dia — 10.5 dia/3000 

'gil h i/^ia - dia/118 

o 'C -1 . , 6 (jia — 25 dia/3000 

1/, dia - 1 dia/118 

~ 3 dia — 60 dia/78 

TnfaMl Grindins V» dia — 2% dia/3 /le 




Standard Equipment 

1 Grinding wheel 

1 Regulating wheel 

2 Trueing devices without diamond . .. „ 
2 Work-rest blades for through-feed grinding, 

for diameters . . 

2 Work-rest blades for infeed-grinding, 
for diameters 

1 Centrifugal coolant pump 
1 Coolant tank 
1 Electric motor 
V-belts 
V-belts 
V-belts 

RoUer c^h^^CSN (Czechoslovak Standard) 
Balancing arbor 
Operating instructions. 


Optional equipment 


1 Work-rest blade for diameters 

Work-rest blades for special shapes 
Former plates 

Bar-rests for grinding long bars; 


to 12 mm, 12 to 60 mm y» ’ t 

5 hW — 220/380 Volt 

4-13 X 8 X 1700 r 
2-10 X 7 X 900 I 
2-10 X 7 X 1320 1 


1.5 to 3 m.m 

on request 
on request 

3 mm dia — 105/3000 mm >"»” dia - 

6 mm dia — 25/3000 mm 'A” dia - 

6 mm dia- 25/1200 mm V4” dia- 









These up-to-date machines are capable of grinding cylindrical 
surfaces between dead centres or in chuck. The swinging-frame 
internal grinding attachment enables holes to be ground. 



OUTSTANDING FEATURES 

Infinitely variable speed of hydraulically operated table 

ASuSble time of stopping the table in reversals-Feed of 
grinding wheel in reversals-Plunge cut grinding-Rapid 
withdrawal and approach of grinding wheel-Smgle lever 
control— Wheelhead slide feed movement controlled by hand 
wheel and inch movement controlled by push-button. 


Description 

Bed is sturdy and well ribbed to provide stability under the 
heaviest cuts. The guideways for the table are protected from 
dirt and splash and lubricated automatically by rollers. 

Table consists of two parts. The upper table swivels through 
6 degrees. The amount of swivel can be read from a graduation. 
The table traverse is effected by hand and is automatic. The 
manual feed is either normal or fine. The speed of the automatic 
table feed is infinitely variable. The feed movement is quiet 
and the reversing of the table in reversals is smooth The time 
of stopping the table in reversals is adjustable for length and 
be select<:>d to take place either in the right-, left-hand direc- 
tion or in both reversals. 

Wheelslide moves on slides which, in turn, are pivoted on the 
base. Backlash in the gear transmission is. eliminated hydraulic- 

The bearing surfaces are lubricated automatically by means of 
oil from a separate container. 

Wheelhead can be traversed on the slide by means of gears. 
The spindle runs in adjustable plain bearings. 

Lubrication is effected by an oil pump drawing oil from an 
integral container. 

Both automatic and hand feed to the grinding wheel are 
provided. When setting up the machine or while a finishing cu 
is being effected an additional hand feed of 0.005 ^ of the 
grinding wheel is obtainable through a special push-button. 

The automatic feed takes place either in the reversal (the feed 
is dependent on the table movement) or while using the plunge 
cut grinding method (in this latter case the feed is independent 
of the table movement). 

The feed can be selected to operate either m the left-hand, right 
hand or in both reversals. . j. _ 

For each of the two modes of automatic feed of the grinding 
wheel the feed rate can be adjusted within a range of from 
0.0025 to 0.0175 mm. 

For the independent feed, in addition, the speed can be adjusted 
within 0.05 to 1.4 mm/min. , • f 

Rapid withdrawal of the grinding wheel from the work is ef- 
fected by means of a hand lever. j > uoiH 

The subsequent approach to the component being ground is held 
within the accuracy limits of ± 0.001 mm. 



STROJEXPOPT 


Workhead is standard for both external and internal grinding operations and can be swivelled 

Totr™ de^ees. The spindle is monnled on adiust.hle plain bearings. An 0.1 pomp has 
been provided for lubrication. 

1 ? The Model BK 3 is equipped with a standard design, lever actuated footstock The 

ceCth"f worlipiece by means ol a spring preasnro. With the Model BK 5 the fool- 
Stock is operated hydraulically by means of a foot lever. 

C„Wf«p.l coolant pump is firndy connected to the motor. The coolant container is slt.ated 
outside the machine to provide easy access for cleaning purposes. 

Motors are protected by contactors fitted with thermal overloads and controlled through 
push-buttons. 

Operation of the machine is extremely simple, all controls are grouped on the control panel. 


Standard equipment 

p Morse centre.^ grinding wheel and balancing llangc-a pulley and flange puller-^n open 
steatoest^ dosed ste.dyrest-a diamond holder without diamond-a balancing mandrel-set 
oCanfem-guard^moLs to operate on 380 V, 50 c/s.-complele electrical egu.pment- 
a grease gun— and an operator’s instruction handbook. 


SPECIFICATION 



7. Thvee-javv chuck and back plate. 
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SPECIFICATIONS 



Df the machine: 


Maximum bemg miUed with the workhead spl: 

Maximum diameter oi ca supporting arm . 

vertical position ana “r -aactonk soindle speeds 

Ratio o£ template spindle speeds to headstook spinaie 

Range of diameter of templates being used 
Thickness of templates “sed . ■ • ' 

Diameter of rnilling spindle to 

Maximum/minimum distance, horizontal i 

plate with the workhead spindle in iis xiu 
Maximum/minimum distance, end of milling spi 

of workhead in its vertical position . • ■ 

Width of bed-ways 

SLIDBAND WOEKHEAD: 

Longitudinal f above bed-ways 

NrmbL“ol'rates of rotary feed of workhead spindle . 

Lnge o™ of rotary feed of workhead spindle: 

1 revolution of workhead takes . ■ • ■ 

Taper in both ends of workhead spindle . 

Bore of workhead spindle . • • • ' 

Diameter of clamping plates 

headstook: 


Number iTLtlhnJ'spmdlfsp^^^ iTeither direction . 

Rrge Of milling spindle speeds in either direction . 
Taper in milling spindle . • ■ ■ ' 


dimensions and weights 

Weight of feed box motor . 

Weight of headstock motor 

weight of motor driven pump 

Weight of railway packing. 

Weight of seaworthy packing 
Dimensions of railway packing 





kW 

kW 


approx, kg 
approx, kg 
approx, kg 

Xrox. kg 



600 

6 

100—1000 



As improvements 


IN ORDERING, SPECIFY VOLTAGE. PHASE AND 

in design are continually being made, this specification 
are subject to alterati 


FREQUENCY OF POWER SUPPLY! 

is not to be regarded as binding in detail, 
ion without notice. 


This machine is de.signed and buill for ihe sharpen- 
ing oi blades of metal and wood circular saws. It 
can also be used for the grinding of teeth in solid 
blanks by applying a copying attachment. The 
sharpening of band and hacksaw blades is accomp- 
lished by the help of a fixture supplied on special 

the wheel spindle 

rotates in ball bearings and can be readily re- 
moved along with the bushing. 

the table 

moves in V-ways mounted on hardened gibs. One 
of the gibs is adjustable to enable the play m the 
table guideways to be easily taken up. The guide- 
way: are protected from dust which is collected 
in readily accessible container provided under- 
neath the grinding wheel. To the neck of the con- 
tainer the ho,se of a dust sucking equipment may 
be attached, 

the slide 

for clamping the saw blades is adjustable on the 
table. The fine feed of the slide into the cut is 
effected by a handwheel. The clamping fixture 
lor blades of circular saws can be tilted from ifs 
horizontal plane. 

The machine is easily adjusted by handwheels 
used for setting: the tooth pitch, the table feed, 
the tooth face angle, the size of chips removed. 

STANDARD EQUIPMENT: 

I built-in grinding wheel, 2 quick-clamping fixtu- 
res (for clamping small and big saw blades), 3 cen- 
tering tapers, 1 interchangeable feeding pawl with 
pins, 2 copying attachments (for small and big 
saw blades), set oi spanners, operator's instruction 
booklet. 


^ntUTEXPOItT 
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OPTIONAL EQUIPMENT: 

Attachment for sharpening band and hacksaw bla- 
des for cutting metal and wood, wheel Iruemg 
rtevicp. 
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PECIFIC AXIOMS: 


rnal diamelf 




Output of machine . . • ■ 

Wheel spindle speeds . . 

Peripheral speed of grinding ’ 
External diameter of grinding 
Bore of grinding wheel . . 

Electric motor; speed . . 

output . . 


Contents boxed . 
Weight of machine 


be sharpened: 


following kinds of teeth 


On this machine 
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, , .ija 6(1 mm and maximum 

y Duty Precision Machine is adapted u, the yrindiny of tylmdncal holes 
75 mm as well as to the grindint, of tapered holes up to dO deg. 

0 working cycle and the automatic checktng o. the tmtnstons , , 

V suitable for the grinding of holes in the guantity production. However, the ease .1 

11 lots or even in the single part production. 

:::::::rt,r:::“ - » Tz-:::r:7::::z 

■ n -,„d the accurate mechanical and he,it-ti oaimi. m. 

line, the careful selection nt all maleiials and tnc accoiai 

,0 high precision and reliability in service of the machine. 


liNIfRAL description 


le Column is of the boxed type 
le Longitudinal and the 
isuring high precision and smooth 
le Work Head is mounted on the ci 


,>il and the coolant tank. 

move in special muUi-mw ball bearings on accurately ground c.vlmdricdl bars 
unning. 

, .M.. whiOi .n.Wi.s II l« l» r»l.'i"liii» ‘I* 

I. imiv Ill ms ...e ™.. ..«a, .pinoe mi.u, s «» 

ri.™,. .IV on '«■ niiiP ... '-i™e"« ™' si.i’ii'' 


automatic hole grinder 

Model 


Grinding wheel; diameter X widui 

bore : ■ • ' 

Main drive motor; Speed ■ 

Output • • ' 

.Floor space required; . • 

with packing 

with seaworthy packing 

Contents boxed 


mm 

r.p.m. 1500 
kW 0,75 

mm 900X1000 


1500 
0,75 
351/.," X 39'//' 


400 approx. 880 lbs 
485 approx. 1070 lbs 
650 approx. 1210 lbs 


s,pna.rf«,..p-V ^ 

El..t,i= motor . 1 . 1 . ““ 

spanners, operating instructions- 

Optional equipment: 

. 1 u... nn request. 

“'T " “ “■ " ” ‘ 



The Frequency Changer supplying electric- 
in a separate box which can be located i 


SPECJFICATION 

Diameter of hole being ground (depending on length of grinding) .... mm 10—60 ( 

Maximum grinding length (depending on the diameter of hole) .... mm /5 

Maximum capacity (through clamping fixture) ■ mm 120 

Maximum capacity (outside the fixture) mm 200 

Workhead swivels , . . ■ ■ ■ 0—®’ 

Maximum stroke of table 

Maximum stroke of cross slide 

Spse-ds of work •jpir:uie (iiiiiniteiy 'variable) . . . rrp ’"- 100—1000 

Speeds of wheel spindle (4 in number) p.m. 12000, 18000, 

Table speed during the working cycle (infinitely variable) ...... m/miti, 0—6 0- 

Output of work head motor kW 0.6 

Output of wheel head motor , . 0.74—3 


VALVE GRINDING MA 


Output of pressure pumps motor for the table drive and the control of the 

automatic , functions of the machine 

Output of coolant pump motor: . . . . 

Output of frequency changer motor . 

.Floor space required for machine . . . , 

Floor space required for frequency changer • - . • - • ■ ■ ■ ■ 

Weight of machine ... . . ■. • • : • • • 

Weight of frequency changer . . . . ■ • ■ ■ . ■ 

Over-ail weight of machine with, standard equipment ....... 

Dimensions of case 


1600X1170 

1100X580 

1400 


63"X46" 
43’'X23'' 
3100 lbs 


1900X1450X1500 75''X57X59 


STANDARD EOUIPMENT 

Complete extended wheel spindle 
Various extensions with grinding wheels 
Diamond bracket (less diamond) 

Feeding cams for grinding aiiowances of 0.5 — 0,1.5 — 
Set of spanners and grease gun 
Operator's instruction booklet 
OPTIONAL EQUIPMENT 

3-jiiw quick-clamping chuck with 6 sets of change 



IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREOUENCV OF POWER SUPPLY. 

As improvements in design are continually being made, this specification is not to he regarded as binding in detail, 
and dimensions arc subject to alteration without notice. 


The machine U intended for the grinding of the bevelled seating surface of internal combustion 
engine valves. It is marked by a design which is simple, yet remarkably well fitted to its purpose, 
and by a high degree of precision. 

The wheel spindle runs in two sturdy radial ball bearings mounted in a sleeve which can be moved 
radially by means of a hand lever and locked in its set position by a handle. The spindle is driven 
by an electric nhotor fitted separately In the stand by means of an endless woven belt. The belt is 
tightened by an adjustable tightening pulley. 

The workhead swivels round a pin fitted In the upper slide. The angle of swivel can be read on 
a scale. The head is locked in its set position by a clamp. The position for the grinding of a standard 
90“ taper can, in addition, be locked by a removable pin. The work spindle is driven from the motor 
by a V-belt through a countershaft, a flexible shaft and a worm gear. The spindle runs in a plain 
bearing. 

The slides of the workhead are carried in wide and long V-ways the play ot which is easy to adjust. 
The valves are chucked, at both sides, in interchangeable collets by means of a handwheel. The 
■machine IS also suitable for grinding the valve stem face by inserting the vaivc stem into the pris- 
matic guideway at the top of the workhead set at the normal angle of 45“ rotating it and pressing 
it lightly against the face of the grinding wheel. 

A circular wire brush IS arranged at the left-hand side of the stgnd for the 
cleaning of the valve of carbon before grinding. For the trueing of the grinding 
wheel to the proper diameter a wheel dresser is supplied with the machine. 

It Is inserted Into the opening in the grinding wheel guard. Trueing is done 
by moving the wheel on the wheel head. 

For face trueing a lever with a pin is used whieh is inserted into the opening 
in the grinding wheel guard and locked by a nut. Before the. face trueing 
operation is started the wheel spindle is secured against axial movement 
by being locked in its rear position by means of the lever on the wheel head. 

The trueing is done by swinging the lever on the wheel guard and, simulta- 
neously, tightening the wheel dresser by means of its screw. ivi 
All moving parts are lubricated by means of oil nipples into which oil is pressed 
by an oil gun which is supplied with the machine. The-general design- of the 
machine is such that a compact, enclosed unit has been obtained. The moving : 
parts are protected from dust so that the machine is easy to ciean and the 
rate of wear of the whole machine is extremely low. : 
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STANDARD EQUIPMENT 


90x20x30 




I wheel flange pullt 
jwheeldresserwith 


equipmer 


SPECIFICATION 


Maximum diameter of workpiece ...... 

Chucking range, diameter 

Work head swivel 

Work spindle speed, approx ■ 

Cross travel of work spindle 

Longitudinal travel of work spindle . . . . . 
Dimensions of grinding wheel, dia.xborexwn 
Grinding wheel speed, approx. ....... 

Diameter of circular wire brush 

Output of motor .....•■•••••• 

Dimensions of machine: length 

width . ..... . 

height 

Weight of machine with standard equipment. 


80 3V, 

90 3V» 

90 x 20 x 30 3 ’/j"x“/4"x1«/u 
5000 

100 ^ 


20 Vi" 
15" 
16Vi" 
132 lbs 


l.JENCY OF POWER SUPPLY. 


ORDERING, 


regarded as binding in detail. 


ibove specification is i 
to alteration without 


:ontinuall/ being made, 
and dimensions are sul 




THREADING 
DIE GRINDER 

Model 


Thi:s Heavy Duty iTecision Machine is intended for the Rrinding of all types of thread euttins dies, 
to prolonj; their life and increase their utilisation. 

THE WHEEL SPINDLE rotates in three pairs of angular-contact ball bearings and is driven by 
an endless woven texrope from the countershaft. The spindle speed is approx. 24,000 r. p. m. The 
grinding wheels are employed in a size to suit the dimensions of the dies to be ground and arc 
clamped in the spindle by means of a collet. 

THE DIE-HOLDER is brought into its working position by the longitudinal and cross feed. The 
die.s are clamped in the die-holder head directly or by using inserts. The head swivels + 20 deg. 
according to a scale. 

THE WHEEL TREEING DEVICE is provided for dressing or tapering the wheel by means of the 
diamond. 

THE DU, ST EXHAUST ATT.ACHMENT is arranged for exhausting the dust from the die-holder 
head or from the trueing device. The dust is collected in the dust separator from where it is re- 
moved after a certain time. 

THE DRIVE is by a self-contained electric motor. The power is transmitted by 2 V-bclts through 
the countershaft which is coupled to the dust exhaust attachment. The motor switch is located on 
the right-hand side of the machine. 






TOS DRILL GRINDER 


Itroke of spindle 

Iross/Iongitudinal feed of die-holder 
'Tumber of graduations on the dic-holde 
Die-holder swivels up to . • • 

frueing device swivels up to 
Diameter of diamond-holder 

Viotor ; Output 

Speed 

Speed of dust exhaust fan . 

Overall height of machine . 

Floor space required . . . ■ 

Weight of machine 

Weight of machine with packing 
Contents boxed 






IDKKINO. SPECIFY VOETACE, PHASE AND FREQEENCY OF POWER SUl 

nts in design are continually being made, this specification is not to be regardec 
u, dimensions are subiect to alteration without notice. 
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MODEL ESV75 


GENERAL DESCRIPTION 

rhe wheel head is driven by a belt directly from the motor. The 
ipindle is eccentrically supported in a quill so that the grinding 
wheel performs a planetary motion. In addition the quill is 
srovided with an axial cam which causes an oscillating motion 
3f the spindle, so that the grinding wheel performs three motions 
imultaneously. By this combined motion conditions are pro- 
fuced for generating a proper drill point and clearance. 

\ single belt drive to wheel head and gear box is provided, 
rhe gear box serves for producing the rotary and axial motion 
ifthe wheel spindle quill and for driving the chuck. The oscillating 
i-..-.tinri of the spindle can be stopped while running by a lever 
lontrolling a special clutch which always stops the oscillating 
notion of the spindle in the same starting position thus making 
lossible the changing and clamping of the drill. 

"he two-jaws drill chuck is driven from the gear box by a tele- 


veil as the adjustable gib are mounted on the chuck carriage, 
he lubrication of the spindle quill is by a gear pump housed 
n the gear box. The gear box mechanism runs in an oil both, 
he other parts, as well as the spindle are lubricated by hand, 
"he electrically driven coolant pump is situated at the side of 
he machine. The coolant tank is incorporated inside the base, 
'he electrical equipment consists of the main drive and coolant 
ump motors. These are started directly by switches provided 
n a built-in panel which is equipped with a transformer and 
spot light switch for 24 volts. 


This fast operating precision machine tool has been designed exclusively for the grinding 
of two-lip twist drills. The drills are held between two self-centring chuck jaws revolving 
continuously while grinding. The special drill point ground on this machine permits the 
drilling with less feeding pressure and less power as compared with drills around on other 







SPECIFICATIONS 



mum angle of cutting lips 
Jing wheel: outer dia. . . 



2I, of carriage . , . 
I of grinding wheel 



Output 

aulic pump capacity 

space required 

ht of machine: with standard equipment 

with packing 

with seaworthy packing . 
nsions of box 



WHEN ORDERING SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 
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SLOTTING MACHINE MODEL ST 350 

THE DRIVE is by V-belts from an electric motor through a 6-speed gear box and link mechanism. Starting and stopping 
of the machine is effected by a multiple disc clutch -vv-ith brake which enables the stopping of ram in any position. 

THE RAM is verfically adjustable up to 400 mm, has flat guideways and may be tilted to a maximum of 10" in both 
directions. Its accurate setting is done by means of a vernier. The tool is lifted automatically. 

THE ROTARY TABLE rests on a compound slide which is guided within V-ways on the knee. On its circumference the 
table is provided with a dial graduated in degrees for indi- 
cating the angular setting. In the centre of the table is 
a hole for the central mandrel which is employed for cir- 
cular cutting. The table is accurately indexed by a built-in 
hand-operated indexing attachment. The longitudinal, cross 
and circular feed of the table is by hand and by power. 

The feed range and feed direction can be changed while 
cutting. The table surface is provided with T-slots for 
clamping the work. 
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SHAPING MACHINE MODEL VOB 600 
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SPECIFICATIONS 


Maximum cutting length 
Clamping surface of table (width X length X height) 
Vertical travel of table 

Cross travel of table 

Vertical travel of tool slide . 

Maximum/minimum distance, table to 
Number of cutting speeds . • • 

Number of double strokes per minute 
Automatic cross feed of table per 1 stroke 
Automatic feed of tool slide per 1 stroke 
Main drive motor: Speed .... 

Output . . . • 

Floor space required 

Weight of machine with: Standard equipment 
Railway packing . 
Seaworthy packing 

Contents boxed 


kg 

kg 

kg 


390/115 

8 

12 — 112 
0.14 — 1.4 
0.17 — 1.2 
1420 

5.5 

1140 X 1925 
1870 
1915 
2215 

4.6 


0.005"— 0.055" 
0.006"— 0.047" 
1420 


4120 lbs 
4230 lbs 
4880 lbs 


STANDARD EQUIPMENT: Electric motor with electrical equipment, tool holders, set of spanners, V-belts, motor- 
pulley, operating instruction booklet. 

OPTIONAL EQUIPMENT: Swivel vice — width of jaws 250 mm, maximum chucking width 300 mm. 

iFY VOLTAOE, PHASE AND FREQUENCY OF POWER SUPPLY. 


IN OKDjujkIN 




As improvements in design are continually being made, the above specification is not to be regarded as binding ii 
detail, and dimensions are subject to alteration without notice. 
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HACKSAW MACHINES Types PR 20 and PR 30 

Machines for the cutting of metals of various shapes and hardness. The 
lever The pressure of the arm increases gradually in the course of the 
movement. The cut being finished the arm returns automatically to its rai 
the size of the moterial being cut. 


m is controlled hydroulically by o single 
and the arm is relieved during the return 
sed position which is adjustoble according to 


R 30 


,PR 20 

Type 

r j j * ',,1 . . • • 7 7/8" 113'4- 

Maximum size of square and round material 417/32- 73/32" 

Maximum size of material cut at 45 51/2" 7 7 8" 

Stroke of frame . . . . . - • • ■ • ■ • • ■ • . ’ . 104 to 84 80 to 60 

Number of double strokes of saw blade per minute 1 HP 2 HP 

Power of motor 1'10-X5'1" 2'10"X6'1" 

Floor space required 1040 lbs 2250 lbs 

Weight of machine with standard equipment 
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HYDRAULIC CIRCULAR SAW MODEL 


350 


THE HEADSTOCK slide: 


-column guide- 




spindle. The 


headstocl 


Heavy Duty 

Cold Sawing Machine 

equally at home in medium size 

and large shops both 

with quantity and single part 

production 


Outstanding features and 
advantages: 


Four speeds of 


blade 


Hydraulic feed of saw blade into 
the cut infinitely variable 


peak output. It contains th 


the cooling attachms 


coolant 


Hydraulic clamping of material 


THE CLAMPING ATTACHMENT is operated hydraulically the clamping pressure being always highe 


headstock feed. Both pressure: 


pressure gauge provided on th 


lecked 


the stock 


always located 


rately opposite th( 


stock 


blade feed proceeds always on the shortest path. Thus 


achieved. Both the headstock feed and the material clamping are operated by a single hand lever. The 


joling attachment. Coolant 


supplied to the work 


machii 


quantity 





THE COLUMN 

A large overhang c 


THE DRIVE 

through a gear 


the lop 


the ram 


plional 


Accurate 


the table 

with 360 divisit 
cutting. A built 




THE LUBRICATION of 


GENERAL DESCRIPTION 


SLOTTING MACHINE Model HOV 63 


nded for slotling operations on medium size and large machine components, 
standing features are: Great Output, High Accuracy, Ease of Operation. 

Jc. wpll-suited for single part as well as quantity production. 



SPECIFICATIONS 


STANDARD EQUIPMENT: Slops 
for transverse, longitudinal and cir- 
cular feeds, 2 tool holders, set of 
spanners, 6 V- bells and V-bell 
pulley ior motor, indexing attach- 
ment, electrical equipment includ- 
ing motors for main drive and 
rapid traverse, tool lifter, transverse, 
longitudinal and circular rapid 
traverse of table, operating instruc- 
tions. 

OPTIONAL EQUIPMENT; Cooling 
equipment, electric lighting includ- 
ing 220 Volt/24 Volt transformer. 

As improvements in design are 
coiitinuallY being made, this speci- 
fication is not to be regarded as 
binding in detail, and dimensions 
are subject to alteration without 
notice. 



IN ORDERING SPECIFY VOLTAGE, PHASE AND FREOUENCY OF POWER SUPPLY! 




This precision heavy duty machine is designed for a wide vanet 
operations both in series and mass production. In addition to sta 
produce left hand, trapezoidal, square and wood-screw threads, c 


THE MAIN SPINDLE 

is driven by V-belts from the electric motor through a six-spini 
soeeds are changed by means of two hand levers. Starting and 
effected by means of a lever which actuates the friction clutch. 


is controlled by a hand lever or automatically. The instant openii 
gential dies fixed in tilting holders is effected by means of stc 


THE CARRIAGE 

with the vice for clamping the work is fed into the cut by pow6 
feed is obtained from the main spindle through change gears ai 
feed is effected by means of a star wheel. A stop rod serves tor 






rHE COOLING SYSTEM 


pump mounte; 


Spindle 




SPECIFICATIONS: 

Threading capacity 


Bore of spindle 
Height of centrt 
Cutting length v 
Spindle speeds: 




output 


2760 lbs 
6200 lbs 
3420 lbs 
106 cu. 1 




seaworthy packing 


regarded 


inually being made, this specification 
re subject to alteration without notice. 


desigr 


As improvement: 


STROJEXPORT 


STANDARD EQUIPMENT; 

Die-head Model Ph 5, s 


ph 5 set of die holders prof! 
ric or’ Whitworth {alternatively 
;worth threads, 2 V-belts, brae 
;h gear pump, flat belt for c 


ADDITIONAL EQUIPMENT: 

Complete sets of die holders for left hand, : 
type of thread, taps. 


Type P27 CIRCULAR SAW 






DESCRIPTION 


play. The gear box, which gives four speeds or tne saw oiaae, is unven uy n = 

a flat belt enclosed by a guard. A jockey pulley equalizes the distance between the shafts caused by the, 
movement of the headstock. 

The starting and stopping of the motor is controlled by a push-button by means of a combination of contactors 
with thermal and electromagnetic overload protection. The starting iever of the spindle and the broke ore 
operated by a single hand lever. The bearings and ali the rotating parts of the headstock are lubricated auto- 
matically. 

Hydraulic Equipment. The hydraulic equipment consists of a gear pump with a control and distribution 

assembly and of the necessary working cylinders. 

The hydraulic feed into the cut is infinitely variable by means of a hand wheel. It permits the rote of feed 
corresponding to the tensile strength and: dimensions of the stock to be accurately set. The flexibility of 
the hydraulic feed affords a constant pressure into the cut during variations of the cross section. This preser. 
ves the saw blade and protects the machine from overload. An automatic counter-pressure arrangement pre- 
vents undesirable acceleration of the feed before the beginning and on completion of the cut or during sud- 
den changes of the cross section. A stop mechanism is provided to limit the travel of the saw to the required 
length of cut on completion of which the stop disengages the feed and engages a rapid return, movement 


clamped hydraulically by a vertical and a horizont 
intal jaw is arranged for two heights of clamping to 
the most suitable way at the height of the shortest 
is supplied to the point of cut from a tank formed 


CONTROLS: 


Type P27 Circular Saw 


control 


3. Lever for control of clamping. 


horizontal 


infinitely 


Hydrauli 




^pressure arrangement preventing 


Automatic 


clamping. 


changes 




Hydraulic clamping 


Geor change 


operation 


movement. 


Adjustable 



STANDARD EQUIPMENT: 

Cooling equipment, clamping equipment, 
electric motor with electrical equipment, 
set of spanners, tables, operating mstruc- 

OPTIMAL EQUIPMENT: 

Supporting truck and saw blades of va- 
rious diameters according to separate 
quotation. 
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PODHAJSKY THREADING MACHINE MODES. 


ZV-tB40 


.recision heavy duty machine designed for threading jobs on a high production basis, besides standard 
ds. also left hand, trapeze, flat threads, threads in wood, and when using taps, nuts can be 
ine as well. 

IK SPINDLE: The power transmission is from an electric motor by V-belts through a four-speed gear 
Speed control Is effeLd by two hand levers. The spindle reversion is governed by an electric switch. The 
Br is mechanically connected with a powerful blockbrake for instant starting and stopping of the ma- 
, The hollow spindle enables the cutting of long threads. 

HEAD: This is operated by a hand lever. The instant opening of the chasers is effected automatically 
' hand. The tangential chasers are fixed in swivelling holders. 

IRIAGE: With a vice for clamping the work is powered by a lead screw through change 
1 enclosed box. An adjustable stop automatically disengages the clasp nut. The vice is controlle y 
3SS lever. Inside the bed a stop bar is provided for setting the thread length. 

I- This is built as a compact unit. Its base plate contains the coolant reservoir. The spare chasers, chaser 
ers and change gears are placed in a box inside the bed. Chips are collected in a tilting pan. 

JLING ATTACHMENT: Spray cooling is provided in a folding die head cover. The coolant is supplied 
n electric pump. 


COK 52226 a - 5410 





chasers, 1 set chasers for taps, con- 
fer spindle drive, electric motor for 


STANDARD EQUIPMENT: Die head Ph 3, 1 set chaser holders, 1 set c 
trol spanner, adjusting gauge, 18 change gears, 2 V-belts, electric motor f 
pump drive, reversing switch. 

ADDITIONAL EQUIPMENT: Sets of chasers, respective chaser holders. 


principal dimensions and technical DESCRIPTION 


threads: 


Whitworth 






Distance, 




lamping 


ranging 


Number 


railway 


2400 It 


proved the 


machines ' 


SLOTTING MACHINE 
Model 


ORDERING, SPECIFY VOLTAGE, PHASE, AND FREQUENCY 
OF POWER SUPPLY ! 
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GENERAL DESCRIPTION 



SLOTTING MACHINE MODEL HOV 45 

is int«n<1eil for slotting operations on medium size and large machine components. Its outstanding features are: 
Great Output, High Accuracy, Ease of Operation. 

The machine is equally well-suited for single part as well as quantity production. 




THE COLUMN is of sturdy construction, adequately reinforced and is cast integrally with the bed. A large 
overhang of the column enables the machining of a wide variety of parts. 

THE DRIVE is by V-belts from the motor through a multi-plate clutch in conjunction with a brake, and 
through a gear box mounted at the top of the column. The number of up and down strokes is changed by levers 
located at the front of the column. The clutch with the brake enables the stopping of the ram m any position. 
THE RAM of exceptionally large section is fitted with flat guideways. The ram head swivels 10 in eithei 
direction. Accurate adjustment is made on a scale. The tool holder is lifted automatically. The ram is adjusted 
by 500 mm (20") and driven by a link mechanism. 

THE TABLE of the circular type is fitted with T-slots. On its circumference it has a direct reading dial with 
360 divisions. In the centre of the table is a taper hole for the central mandrel which is used for circular 
cutting. A built-in indexing attachment enables to obtain any number of divisions. The table feed in the long- 
itudinal, cross and circular direction is by hand and automatic. The feed speed is infinitely variable to the 
extent from 0.2—2 mm (0.008"— 0.08") per 1 stroke and the feed rate may be set both when the machine is at 
rest and while running. The machine is also arranged for rapid adjustment of the table m all directions. 
A safety clutch protects the table against overload. Adjustable stops for automatic feed release are provided. 
THE LUBRIC.ATION of the driving mechanism and of the ram is automatic by the central system. The oil pump 
supplies oil through an oil filter to the tank whence it flows through a piping to the individual oil points. 
Correct function of the lubrication may be watched in the sight windows. 

STANDARD EQUIPMENT; Main drive motor with electrical equipment, rapid traverse motor, indexing attach- 
ment, 2 tool boxes, V-belts, motor pulley, set of spanners, operating instruction booklet. 

OPTIONAL EQUIPMENT: Cooling attachment. 
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The machine is marked by its rigid construction and en- 
sures a high quality of surface finish even at the heaviest 
planing operations. 

Its high output enables economical machining and full 
utilization of cemented carbide tipped tools. 


snompoBT 


CZECHOSLOVAI 



OUTSTANDING FEATURES 


SPECIFICATION 


Wide range of planing and grinding speeds. Total number of cutting speeds 9, return speeds 6. 

Range of cutting speeds 5 to 28 metres per min. (16' to 92' per min.), range of return speeds 5 to 3n 
metres per min. (16' to 115' per min.). 

3 speeds are available for grinding, i. e. 5, 9 and 11 metres per min. (16' 29' and 36' per min.). They are 
identical with 3 of the return speeds. 

2 . 

Drawing force of 8500 kg (18700 lbs) at motor output of 25 HP. 

3 . 

Reinforced side housings, deepened top cross member, crossrail of higher cross section and strengthened 
clamping of crossrail. 


r lexi'nle coupling 


between bed and gear box eliminates vibrations. 


Pressures produced by machining operation are borne at tool box by sturdy sections. 


Special arrangement for securing tool heads and slides in position eliminates vibrations of tool boxes. 


Strengthened supports of tool boxes. 


Lifting of tool box is possible even when slide is tilted considerably in relation to tool head. 


9 . 

Tools are clamped between hardened and grooved jaws. 

10 . 

Reduced impacts of power feed, improved safety clutches of feed and rapid traverse drive. 

n. 

Rigidity of whole machine, increased cutting speeds and drawing force and high grade workmanship 
permit full utilization of cemented carbide tipped tools. 


Planing width 

Planing length metres 3, 4, 5, 6 

Planing height «im 1100 

Clamping surface of table (widthxlength) . . mmXm 1050X3,4,5,6 35 

Width distance of T-slots of table .... mm 28X190 

Horizontal movement of railheads Kini 1260 

Vertical movement of tool slides mm 250 

Vertical movement of sidehead mm 900 

Maximum cutting resistance kg 

Maximum load of table: 

per metre of planing length kg 1500 

per foot of planing length lbs 1010 

Number of cutting speeds ® 

Range of cutting speeds metres per m:n. 

Number of return speeds ® 

Range of return speeds metres per min. 5 to 35 

Speed of table for grinding in both directions . metres per min. 5,9,11 

Range of tool head feeds mm per stroke 0.3 to 6 

Range of tool slide feeds mm per stroke 0.18 to 3.6 

Range of sidehead feeds, downward only . - mm per stroke 0.3 to 4 

Speed of driving motor p. m. 940 

Speed of motor for rapid traverse r. p. m. 1400 

O'utput of driving motor HP 

Output of motor for rapid traverse HP 3 

The data below apply to maximum length of 

, U, r .mm 6000 

table of 

Floor space of machine (length X width) . .mm 13440X3350 

Weight of machine with standard equipment . kg 29000 

Shipping weight of machine, railway packing . kg 29500 

Shipping weight of machine, seaworthy packing kg 33300 

Volume of boxes • 

Weight per metre (3'4") of planing length . . kg 2600 


9'10", 13'1", 16'4", 19'8" 
43" 

'X9'10", 13'1", 16'4", 19'8" 
13/32"X7 15/32" 

49 1/2" 

9 27/32" 


16' to 115' per min. 
16', 29', 36' per min. 
0.012" to 0.240" per stroke 
0.007" to 0.144" per stroke 
0.012" to 0.160" per stroke 


19'8" 
44'Xll' 
63900 lbs 
65000 lbs 
73400 lbs 
1450 cu.ft 
5700 lbs 



DESCRIPTION 

THE BED has the shape of a sturdy and rigid box. Densely spaced ribs and thick walls brace the bed 
a^^ainst all stresses and vibrations produced by the full load of the bed. On the central part of the bed 
bosses are arranged for the fitting of the housings. The bed rests on the foundation on its entire torgth. 
Double prismatic guideways ensure an accuracy in both directions lasting for many y eais even under the 
most difficult operating conditions. 


THE TABLE has a high cross section and is provided with heavy longitudinal and tiaveise nbs so that 
it forms a rigid unit even when the length is considerable. The clamping surface of tlie table has a 
heavy allowance for wear and can therefore be repeatedly re-planed when worn. The deep T-slots alford 
solid clamping. An odd number of slots was chosen for jigs and special clamping fixtures. The tabk is 
provided at either end with cast iron pockets to protect the guideways from the chips. When high parts 
are being planed the cast iron pockets can be extended by means of sheet metal extensions. 


THE HOUSINGS are box shaped and provided with densely spaced ribs. Joined to the bed and to the 
top cross member they form a firm and rigid unit. 


THE FEEDS of all the tool heads and the lifting of the railhead tool boxes arc actuated by the 
ment of the table by means of feed cogs. The urive uf iiie feeds as well as ui ilic tool liltcrs is pro 
against overload by' a safety clutch. 


THE TOOL BOX PIN on which the tool box swivels for the return movement of the table is relieved 
of the impacts and stresses produced when the tool strikes the workpiece during the cutting movement. 
The pin is not subjected to any wear and the tool box operates with a minimum of play. The tool does 
not bounce when striking the workpiece, the life of the cutting edge is longer and the quality of the 
machined surface is better. The tool, which is subjected to impacts and to heavy stresses, is clamped 
between grooved and hardened jaws. The tool box is provided with an automatic tool lifter. This tool 
lifter is equally effective even when the box is tilted considerably in relation to the tool head. The tool 
lifter can be put out of operation easily for inside planing. 


THE TOOL SLIDE is secured in its position by means of a tapered gib. The gib forces the tool slide into 
the prismatic guideways on their entire length. This arrangement makes the tool slide capable of with- 
standing heavy pressures in all directions and the pressures are transmitted to the crossrail without 
play. The tool slide has to be secured in its position as this eliminates the play between the nut and 
screw and the tool, particularly if it is cemented carbide tipped, has a longer life. The tool slide, which 
can be tilted 65° in either direction, is attached to the railhead by means of i screws. For an accurate 
approach of the tool to the workpiece the screw of the slide has a square extension which can be turned 
by means of a hand crank. 


THE CLAMPING OP THE CROSSRAIL is of particularly sturdy design and the clamped crossrail 
forms, together with the housings, a powerful carrier. The crossrail itself is exceptionally deep, of 
generous dimensions and reinforced with a large number of ribs. The shape of the crossrail has been 
selected to withstand the combined stresses produced by the machining operation. The clamping mech- 
anism ensures uniform clamping of the crossrail to both housings. The motor of the rapid traverse is 


fitted in the top cross member. The movement is transmitted to the drive shafts by worm gears en- 
closed in boxes with an oil bath. The right hand rapid traverse shaft passes through the feed box of the 
crossrail and the feed box of the right hand sidehcad. The left hand rapid traverse shaft passes through 
the feed box of the left hand sidehead. In ease of unequal wear of the screws or nuts the crossrail is 
adjusted to a horizontal i)ositjon by turning the adjusting nuts on the screws. 

THE FEED AND RAPID TRAVERSE of both railheads are engaged from the feed box on the cross- 
rail. Each railhead has its own screw for the horizontal movement and there is a common shaft for the 
vertical movement. The direction of feed or rapid traverse is engaged by the appropriate lever on the 
feed box. The vertical movement of the railheads is engaged directly on each railhead. The rapid traverse 
is engaged by means of a dog coupling which is so designed that it disengages itself automatically as 
soon as the operator releases the control lever. The feed is varied by means of a hand wheel and the 


THE SIDEHEADS are independent of the railheads. They have their own feed boxes. Both sidelieads 
are balanced by counterweights for easier movement by hand or power. This also reduces the wear of 
the nuts of the vertical screws. Each sidehead is controlled from the feed box on the sidehead. The feed 
and rapid traverse arc independent of the railheads. The tool slide of the sidehead is secured in its 
liosition by means of a tapered gib. The gib forces the tool slide into the prismatic guideways on its 
entire k-nglii. TIiie, anaugemeiiL makes Liic tool slide capable of withstanding heavy pressures in ali 
directions and the pressures are transmitted to the housing without play. The tool slide, which can be 
tilted 60 in either direction, is attached to the sidehead by means of 4 screws. The pin on which the 
tool box swivels for the return movement of the table is relieved of the impacts and stresses produced 
when the tool strikes the workpiece. The pin is not subjected to wear and maintains the accuracy of the 
tool box even under the heaviest loads of the sidehead. The tool does not bounce when striking the 
workpiece, the cutting edge has a longer life and the quality of the machined surface is better. The tool 
is clamped between grooved and hardened jaws. 


THE TABLE is driven by an A. C. motor through an electromagnetic reversing clutch fitted in an in- 
dependent gear box. The gear box is coupled with the gear in the bed through a flexible coupling. The 
motor is likewise coupled to the gear box through a flexible coupling. The cutting and return speeds are 
engaged by means of levers on the gear box. The electromagnetic clutch reverses the table quickly, reli- 
ably and with the smallest possible current surges. 

The gear in the bed runs in sturdy plain bearings. Helical teeth of the entire set of gears ensure quiet 
operation. The movement of the table is controlled by hand by a lever on the bed at the operator’s post 
or automatically by stops of the table which engage or disengage one or the other half of the electro- 
magnetic clutch. 

THE LUBRICATION of the guideways of the table and bed is automatic, circulating. The pump is of 
the piston type and driven by an eccentric on a shaft in the drive. The piston of the pump is continu- 
ously being pressed against the eccentric by a spring. The oil supplied by the pump lubricates the guide- 
ways and all bearings of the drive shafts. The gear is partly submerged in an oil bath. Excess oil from 
the guideways and from the rack returns through screens and filters to the central part of the bed 
where the lubricating oil pump is located. A grinding head can also be supplied for the machine to be 


fitted to the slide of a railhead. 





BENCHSHAPER MODEL 


standard EQUIPMENT: 

Two rail heads 
Right-hand side head 
Left-hand side head 
Tool-holders 

Electrical equipment with electromagnetic clutch , 

Main drive motor with flexible clutch i 

Rapid traverse motor with pulley and V-belts | 

Set of spanners and operating tables 

Operator’s instruction booklet | 

I I 

OPTIONAL EQUIPMENT: | 

Grinding attachment | 


1 

:| 

,H S.ECFY VOLTAGE, PHASE AHD EEEQHEHCY OE POWEE SUPPLY, 
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in detail, and dimensions are subject to alteration without notice. 
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This machine is an ideal fool-room shaper sui- 
table (or machining smaller parts and for all 
jobs where hand filing should be replaced by 
machining. 

THE RAM slides in adjustable V-guides. Its cuf- 
fing sfroke and rapid refurn are confrolled by a 
link mechanism. Changing of the stroke is very 
smooth and can be done with the machine in 
motion if desired. The ram is adjusted by hand 
after loosening the ram clamp at the fop of the 
machine. 

The swivelling fool head carrying the tool slide 
with the single post type loo!— box Is adjusted 
for angular cutting on .3 direct reading dial. .At 
the return stroke the toolbox is automatically 
swung and lifted. The tool slide is fed into the 
cut by a handcrank provided with a dial. 

THE TABLE is cross adjustable in V-guides. Its 
cross feed is accomplished by means of a hand- 
crank or automatically by a draw-rod and rat- 
chet, the feed rate being readily adjusted. The 
table is locked in its verfical position by clamp- 
ing the column sleeve. Three T-slols for clamp- 
ing the work or a vice are provided on the 
working surface, of the table. 

THE GEARBOX is incorporated in the machine 
base. The gear mechanism is driven by V-belfs 
irom an electric, motor. Two speeds are chan- 
ged by shifting a handlever. 

THE BENCH is a very rigid steel cabinet sup- 
plied as optional equipment at an extra charge. 
For the bench no foundation is necessary so 
that it can easily be removed anywhere to suit 
the job requirements. The machine is fixed to 
the bench by 4 bolts. The bench contains the 
electric switch with fuses and may also be used 
for keeping in fhe fools and equipment. 
STANDARD EOUIPMENT;: Electric motor, 3 V- 
belts, swivel vice, operating instruction booklet. 


Printeii in Czechoslovak! 
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200X 200 


Working surface of table . . 

Vertical adjustment of table . 
Cross adjustment of table . . 

Vertical adjustment of tool slide 
Maximum distance, 

table to fool slide . . . . 

Number of cutting speeds . . 

Number of strokes per min. . . 

Automatic cross teed of table 
per 1 stroke 


1 0,1 3 0,26 0,4 


0,68 

615X800 


Output HP .... . 
Floor space required 
Weight of machine: 
with standard equipment 
with packing .... 
with seaworthy packing 
Contents boxed . . . . 


As improvements in design are c< 
cification is not to be regarded 
are subject to alteration without 


FY VOLTAGE, PHASE AND FREQUENCYOF i 


Heavy Duty Precision Machine the sturdy construc- 
tion of which ensures first class quality of the sur- 
face finish. 

The high capacity of this machine makes it equally 
wellsuited for the single part and mass production. 


5TR0JEXPORT 


os L OVAK 






DESCRIPTION 

THE BED has thick walls and reinforcing ribs and rests on the foundati 
of the bed equals double the length of the table. The V-shaped guideways 
sure lubrication so that the wear of the table is negligible and a long^ 

ensured. The oil running off the ends of the guideways int 

THE TABLE has a high cross section and is reinforced b> 
the table is provided with deep T-slots for the clamping c 
for the stops running through the entire length of the tat 
pans. Wipers arranged at either end prevent chips from ei 
ways. 

THE TABLE DRIVE. The main driving gear is fitted in the 
at the bottom of the table. All gears are of ample Oinicnoi^ 
a smooth movement and a flawless 
lubrication. The gears themselves 
magnetic reversing clutch and ge? 
means of a lever on the box. The 
smallest possible current surges. 1 
the operator’s post or automatica 
of the electromagnetic clutch. 

THE HOUSINGS are box shaped and provided with ribs. Joined 
they form a firm and rigid unit. 


cvj iM till. part of the bed and engages with the rack 

dimensions and have helical teeth exclusively which ensure 
workpiece. The gears run in plain bearings with automatic 
lath. The a. c. motor drives the machine through an electro- 
: the operator’s post. The cutting speeds are engaged by 
tic clutch reverses the table reliably, quickly and with the 
of the table is controlled by hand by a lever on the bed at 
the table which engage or disengage one or the other half 


cross membet 






for the horizontal movement and there is a common shaft for the vertical movement. The rnechanical 
vertical feed of each railhead can be engaged or disengaged independently by means of 
each railhead. The railheads can be controlled from either side of the 

the crossrail by means of a handle arranged on each railhead. The rate of feed is set on a disc at the operator s 
post. 

THE LUBRICATION of the guideways of the bed is automatic. The oil pump is of the piston type and driven 
by an eccentric on a shaft in the drive. The piston of the pump is continuously being pressed against the 
eccentric by a spring. The oil supplied by the pump lubricates the guideways and all bearings of the drive 
shafts. The gears in the bed and gear box run in an oil bath. 

STANDARD EQUIPMENT 2 railheads • Toolholders • Electrical equipment including electromagnetic 
pun.?" Main dri;. motor including pul., and Vb.lt . Set of spanners and operating plates . 
Operating instruction booklet. 


THE CROSSRAIL is of generous dimensions and reinforced with a large number of ribs. Its shape has been 
selected to withstand the combined stresses produced by the machining operation. The crossrail is raised by 
hand from the operator’s post. The levelling of the cross rail is done by a disc coupling in the top cross 
member which is easily accessible. 

THE RAILHEADS. The machine is provided with two railheads fitted with tool slides which can be tilted 50“ 
in either direction and are attached to the railheads by means of 4 screws. 

The tool slide is secured in its position by means of a tapered gib. The gib forces the tool slide into the pris- 
matic guideways on its entire length. For an accurate approach of the tool to the workpiece the screw of 
the tool slide has a square extension which can be turned by means of a handcrank. The feed is either mecha- 
nical by means of the feed drive arranged at the operator’s post, or manual. Each railhead has its own screw 




stroke 0.3 to 3 
stroke 0.3 to 2.7 




chine has been designed and built for the rough 
icision grinding of continuous and interrupted 
irfaces both in the single part and quantity pro- 


STBnJEXPQHT 


VERTICAL SURFACE GRINDER MODEL 


Planing length rnm 

Planing height tnm 

Clamping surface of table {width >; length) . mm 

Width and distance between T-slots mm 

Movement of tool slide mm 

Cutting speed metr 

Return speed metr 

Cross feed mm 

Tool slide feed mm 

Input power of motor HP 

Speed of motor r. p. 

Weight of machine with standard equipment kg 
Weight of machine with seaworthy packing kg 
Contents boxed m’ 


2'3" 6'7".2'3" 9'11 ' 
25 32";611 16" 

8 21 32" 

36' — 52'— 72' per min. 

92' per min. 

0.012" to 0.120" per stroke 
0.012" to 0.108" per stroke 


10600 lbs 13200 lbs 

13600 lbs 16800 lbs 


IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 

As improvements in design are continuously being made, this specification is not to be regarded as binding 
in detail, and dimensions are subject to alteration without notice. 






t'* 



COLUMN. The wheelhead' 


flat and protected by guards against the entrance of foreign 
I incorporated the oil tank for the hydraulic system, the coolant 


matter. In the lower 


WHEELHEAD. The wheelhead is vertically adjustable on flat guideways. A built-in dynamically 
balanced motor drives the wheel spindle. The vertical rapid travel of wheelhead is by power. For concave 
grinding the wheelhead may be slightly swung out of its vertical position. In its upper position the wheel- 
head is secured by a limit switch. 

The wheel spindle is fed into the cut micrometrically by hand or hydraulically in each table reversal. For 
precision grinding with power feed the stop dog can be adjusted by means of a handwheel with dial. The 
segmental grinding wheel is carefully balanced. 

TAB LE. The working surface of table is arranged for clamping directly the work or an electromagnetic 
chuck which is used in mass production. The table, travel is hydraulic and may be limited by adjustable 
stops. 

BED. The flat and V- guides of the bed have automatic pressure lubrication and are protected by dust 
guards attached to the table. 


pump and the electrical equipment. The wheelhead ways are lubricated by pressure oil. 

COOLING SYSTEM. The coolant is supplied by an electric pump from the coolant tank inside 
the column. 

ELECTRICAL EQUIPMENT. It consists of the wheel spindle motor, hydraulic pump motor, 
coolant pump motor, motor for the vertical travel of wheel head, and of protecting contactors remote 
controlled by push-buttons. 

STANDARD EQUIPMENT: Wheel spindle motor, motor for the vertical travel of wheelhead, 
hydraulic pump motor, coolant pump [motor, electrical installation and equipment, set of grinding seg- 
ments, plain wheel dresser, gauge for the vertical setting of grinding segments, cooling attachments, 
grease gun, standard and special spanners, demagnetising switch for the electromagnetic chuck, operating 
instruction booklet. 



OPTIONAL EQUIPMENT: Electromagnetic chuck, current rectifier 


lit 220 volts/110 volts. 





VERTICAL SURFACE GRINDING MACHINE 


TYPE 


BPV 700x1500 


700 X 3000 


10020 


illy being made, this specification is not to be 
are subject to alteration without notice. 


igarded as binding 




improvements 


ORDERING. SPECIFY VOLTAGE, PHASE AND FREQU! 


OF POWER SUPPLY! 


KOVO 





DESCRIPTION 


^ VERTICAL ^ 

SURFACE GRINDING MACHINE 


A heavy duty precision machine with hydraulic table feed 
and hydraulic movement of the wheel head for coarse grind- 
ing of continuous or interrupted plane surfaces. 

Manufactured in two designs one of which has a table with 
a clamping surface 1,000 mm (3' 3") long, the other 1,500 mm 
(4' 11"). 

During grinding the entire working width of the table or of 
the surface of the electromagnetic chuck can be covered 
simultaneously by a sector type grinding wheel. 


/ - 




THE TABLE. , . 

The working surface of the table is arranc 
chuck which is used for repetition work, 
stops. 

THE BED. . 

The flat and prismatic guideways ot the 1 
ed against impurities and dust by covers a 
THE HOUSING. 

The guideways of the wheel head are tl 
equipment, the coolant pump and the elec 
THE COOLING EQUIPMENT. 

The coolant is supplied by an electric motor dri 
THE ELECTRICAL EQUIPMENT 
consists of the electric motors for the drive of th 
pump and for the vertical movement of the whe 
mote controlled by push-buttons. 


iged for direct clamping of the work Piece or of 
The movement of the table is hydraulic. It is lir 


ideways are protect- 


pump from a tank arranged 


wheel spindle, the hydraulic pump, 
well as of the protective switches ' 


V of Guideways of Bed with 
ird Lifted. The cylinder for 
hydraulic movement of the 
e is fitted in the bed between 
guideways. 


(8) Wheel for Hand Movement 
of Wheel Head into Cut 

(9) Brake Head 

(10) Coolant Cocks 

(11) Table Reversing Lever 

(12) Push-Button Box for Control 
of Contactors 

(13) Lubricating Valve of Table 


(1) Ammeter 

(2) Adjusting Screw of Rate o 
matic Feed with Indicator 

(3) Lever of Automatic Mover 
Wheel Head into Cut 

(4) Lever of Hand Movement 
of Wheel Head into Cut 

(5) Adjustable Stops of Table 

(6) Speed Lever of Table 

(7) Crank for Firm Coupling 

of Rotary Scale with Hanc 


(14) Lubricating Valve ot Various Sur- 
faces of Wheel Head and Elevat- 
ing Mechanism 




merit with the oil pump, 
the motor and the dis- 
tribution for the move- 
ment of the wheel head 
and the travel of the 
table is arranged in a 
separate tank set up 
next to the machine. 


The sector type grinding wheel is 
fitted to the tapered end of the 
spindle, The grindstone? are 
prismatic in shape and are insert- 
ed by means of a template sup- 
plied for the purpose so that, 
after being dressed, all grind- 
stones are of equal height and 
the grinding wheel need not be 
balanced. 


lotor for vertical movement of wheel I 
: motor of pump of hydraulic system 
trie motor of coolant pump 
ectric switchgear 
Set of grindstones 

Simple grindstone trueing attachn 
Gauge for adjustment of height 
Pressure lubricator 

Standard and special span 
De-magnetizing switch fi 
Operating instruction: 


OPTIONAL EQUIPMENT 

Electromagnetic chuck 
300X1,500 mm (11 ®/4"X59") 
for table 1,500 mm (59") long and 
300X1,000 mm 

for table 1,000 mm (393/8") long 
Rectifier, 220 Volts a. c./ 

1 10 Volts d.c. 


f: 

The coolant pump is se- 


parate from themochine 


proper and is provided 


with settling vessels for 

i 

grinding dust and chips. 




s/ 
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SPECIFICATION ■ otSooo * 

Clomping surface of table """ 

mm 300 1 P/4" 

Maximum grinding width ..y — ■.■' 'i' 1 ’" nf table mm 500 19’/4" f""’ 

Maximum distance, face OT grinding wheel .0 s-r ft 320 12%" mm 320 12 /u 

Maximum diameter of grinding wheel , 335 5411^- mm 2,050 8OJ4 

LiomoHc v«lcol feed ol wheel heed 1« deed eenlre o( foble ver.oble d , 0.001 to 0.1 . 

within range of 0.0016" to 0.004" 0.0016" to 0.004 

Rofeo,,.p,dpow.,h...r.eo..h..,heodpe,e-e d.eh«0..20 32.,.- «ehe.0..23 32/. 

Motor for grinding wheel spindle drive: r. p. m. 1,440 r. p. m. 1,440 

speed " " HP 20 HP 20 

Motorfor vertical movement of wheel head: rpm 2,800 r. p. m. 2,800 

speed HP 1-3 HP 1-3 

Motor of pump for hydraulic system: r. p. m. 1,420 r. p. m. 1,420 

speed HP 3 HP 3 

power ..y-- ;;!;;!!! mml,515 x 3,825 mm 1,515x5,480 

Floor space required by machine 5'xl2'7'' 5x18 

Weight of machine with standard, equipment: 8,600 lbs kg 4,500 9,920 lbs 

net ••• i^g 4^200 9,260 lbs kg 4,800 10,580 lbs 

shipping, ordinary packing rQQQ ^,020 lbs kg 6,000 13,230 lbs 

shipping, seaworthy packing 



PLEASE STATE I N YO U R OR DE R TH E VOLTAG E AVAI LABLE 
FORTHE ELECTRIC MOTORS 

The machines are continuously being improved upon. 

The data given in this prospectus are therefore not binding in detail. 


STROJEXPBBT 




This machine is especially effective for the sharpening of carbide-tipped tools. The S 

by the face of the straight cup wheel while the tool rests on an angularly adjustable tiltmg table. 

THE SPINDLE rotates in precision anti-friction bearings and is driven by two V-belts from the electric motor located 
inside the column which also contains the coolant tank. 

THE TABLES may be angularly adjusted ±20“ C and moved by a handwheel in the direction of the center line of 
Jpindircraduations in deVees indicate the angular setting of the work tables. 

THE WHEEL TRUEING DEVICES are mounted on the wheel guards. They may be swung down and are finely 
adjustable by a screw. 

STANDARD EQUIPMENT: electric motor with electrical equipment, 2 grinding wheels, 2 wheel trueing devices 
2 spare w ' ‘ 


al flanges, coolant pump, operating instruction booklet. 




IL i. 



A 










iN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 


HORIZONTAL SURFACE GRINDER Model BPH 300 

,K. .or ,1.. procloo pdodi". ol ploo. .odoo... — 

and quantity production. 

,HE WHEEL SP,NE,LE i. P,.PP»d Pod.."-". i» “"d 77:- 

riopE, E, Pood. .pPd=o..PP .. E-d.d. TP. PO-. .. »on»...d P, V-.. -.Po. .P- 

,P,.ppP .~.«.P POIW. B. .P««"9 .P. P-P '• .P" "• *• 

of the partly worn grinding wheel is eliminated. 


STRDJEXPORT 


hydraulic, infinitely variable, 
positions are limited by elect 


nd flat ways at the rear. The longitudinal table movement is by hand or 
feed proceeds by hand or by power in both table reversals. The extreme 


ed with two Vee and flat ways for the tabi 
le wheel slide. The bed also contains the oil t 


cross - feed and with a rear guide for the vertical 
nk of the hydraulic equipment for the table movement, 
h dynamically balanced rotors and protective contactors 


PRAHA-CZECHOSLOVAKI. 


THE ELECTRICAL EQUIPMENT consists of electric motors with dynamically balanced rotors and protective contactors 
with remote push button control, 

STANDARD EOU.PMENT, J d.Ptdp ™.»r. ».,P .pdpd.P., Pd.dipg »PppI -»P "*"' 

...» ...d, d.™.P..i.lPS ..»pP R.. pPppL. .P»I •-"= ~“"“P "" “» 

set of spanners, operating instruction booklet. 

WHEN ORDERING, SPECIFY VOLTAGE. PHASE AND FREQUENCY OF POWER SUPPLYI 




Printed in Czechoslovakia 









y in one or in botl’ 
? adjusted by hand 


THE AUTOMATIC WORKING CYCLE enables the grinding of mass-produced parts. The 


THE BED contains m its lower par 
LUBRICATION. The table and t 


THE ELECTRICAL EQUIPMENT c 


STANDARD EQUIPMENT: grinding wheel with I 

motor [or vertical adjustment of wheel head, push 
switch for the electromagnetic chucL, wheel treeing d 

OPTIONAL EQUIPMENT: dust exhaust attachmei 


TOS HORIZONTAL SURFACE GRINDER 


is designed for precision grinding of plane surfaces, 
even longitudinally stepped, and is equally adapted 
both to single part and quantity production, the 
automatic working cycle being controlled hydrau- 
lically. 

THE WHEEL HEAD slides vertically in the column 












CRANKSHAFT GRINDER 


This heavy duty machine is built for production grinding of crankshaft main line bearings and cronkpins. and 
also meets all the requirements of garages and repair shops for re-grinding the pins and journals of motor car 
crankshafts. 

The hydraulically operated table traverse and the automatic cross feed of the wheel head permit the machine 
to be used for plain grinding operations. 

THE WORK HEAD swivels 90° and is arranged for grinding between dead centres and for chucking work. 
The spindle, which runs in adjustable precision roller bearings, is fitted with a catch plate provided with guide- 
ways for adjusting the chuck to the required eccentricity. The catch plate has notches on its circumference 
for securing the crankshaft in position when balancing the crankpins. The plate under the chuck is provided 


120° when grinding crankpins. The rear end of the spindle carries adjustable counterweights. The work head 
is adjusted on the table by means of a rack and pinion. 

THE WHEEL HEAD is mounted on a slide travelling in the cross guides of the bed. The grinding wheel is 

fed into the cut by hand (coarse or fine feed) or hydraulically at every table reversal, or at the right or left- 

hand reversal only. In the plunge cut method the wheel is fed into the cut independently of the table motion. 

The rapid adjustment of the wheel slide is effected hydraulically. The wheel head spindle is mounted in ad- 
justable plain bearings and driven by V-belts from an individual motor. The spindle is finely adjustable in axial 
direction. The axial feed can be read on a built-in dial indicator. 




THE TABLE consists of two parts, its top part 
being adjustable on a scale for taper grinding. The 
table traverse is effected by hand (coarse or fine) 
or hydraulically and is limited by coarsely and finely 
adjustable stops. Stopping at every reversal can be 
adjusted up to 5 seconds. 





TAILSTOCK. The tailstock spindle and the clamping and balancing attachments are of the same design as 
those on the work head. The centre sleeve is adjusted by a hand wheel. The centre is held against the work 
by spring tension. The tailstock is adjusted on the table by a rack and pinion. 

THE BED of sturdy construction is heavily ribbed to prevent any vibration. The table guideways are auto- 
matically lubricated. 

COOLING. The coolant is supplied by an electric pump from a tank located outside the machine. 

THE ELECTRICAL EQUIPMENT consists of electric motors for the work head and wheel head and motors 
for the pumps of the hydraulic and cooling systems. The motors have protective contactors with remote push 
button control. 

STANDARD EQUIPMENT; Workhead for grinding between dead centres or in a chuck, cwo-speed hand traverse of table and wheel slide, 


OPTIONAL EQUIPMENT: Steady w> 
shafts and suitable for mass productio 
wheel trueing device to be mounted oi 


Maximum longitudinal table moti 
Minimum longitudinal table motii 
Speed of table Infinitely variable 
Wheel head; cross motion . , . 

rapid hydraulic mot 


automatic feed in plunge-ci 
diameter ground) . . 
Axial motion of grinding wheel in eiihei 
Range of work spindle speeds .... 
Number of work spindle speeds . . . 
Motors: work head motor 


output 

hydraulic pump motor 

output 

coolant pump motor 

output 

Floor space required 

Weight of machine: with standard equipment . . 

packed for ocean shipment . 
Dimensions of case 


TYPE 7U UNIVERSAL GRINDING MACHINE 


A heavy duty precision machine for cylindrical grinding, both longitudinal and plunge c 
for face grinding and internal grinding. 

Hydraulic table feed. 

Hydraulic feed of wheelhead. 

Hydraulic rapid traverse of wheelhead. 

Swivelling wheelhead for grinding of tapers by infeed method. 

V/orkhead with 8 spindle speeds and with 90" swivel for face grinding. 

Two-speed hand feed of table. 


When ordering, specify voltage, phase and frequency of power supply, 
e continually being made, this specification is not to be regarded as binding in 
to alteration without notice. 


STnaJEXPDRT 


- PRAHA - CZECHOSLOV 


Standard Equipment 

Universal workhead for grinding between dead centers and in chuck, three-jaw chuck 320 mm 
(12 19/32”) dia., hydraulic tailstock with diamond bracket and with hand wheel for fine move- 
ment of tailstock sleeve, 2 centers, open rests (2 units for 2500 mm, i. e. 8’ 3” between 
ccnter.s, 3 units for 3000 mm, i. e. 9' 10” between centers), set of drivers, swivelling wheel- 
head with wheelguard for 500X75 mm (20” X 3”) grinding wheel, grinding wheel 
500X75X203 mm (20”X3”X8”) with balancind flange, grinding wheel flange puller, bal- 
ancing arbcr, extra belt pulley for worn grinding wheel, complete cooling equipment, splash 
guards, 4 electric motors for 380 Volts, 3 phase, 50 cycles, set of belts, set of spanners. 


Optional Equipment 

Folding internal grinding attachment for 100 mm (3 15/16”) dia. spindle, with reducing 
sleeve for 70 mm (2 3/4”) dia., spindle, folding diamond bracket without diamond, closed 
rest for 170 mm (6 11/16”) dia., spindles tor internal grinding, balancing flange of grinding 
wheel, open rest, radius trueing attachment (without diamond), attachment for trueing 
grinding wheel according to template (without template or diamond), attachment for grind- 
ing steep stapers, balancing stand, electromagnetic chuck 500 mm (11 13/16”) dia. with 
demagnetising switch, rectifier for electromagnetic chuck, lighting, electric motors and 
equipment for voltages others than 380 Volts, 50 cycles. 







SPECIFICATION 


Dimensional Drawing 


width tnm 


Swing over bed 

Distance between centers 
Swing in open rest .... 

GRINDING WHEEL: diameter 

Bore of grinding wheel, dia 

WORKHEAD — TAILSTOCK: 

Tapei- of workhead and tailstock centers 

Diameter of chuck, approx 

Diameter of electromagnetic chuck 

Swivel of workhead 

Number of workspindle speeds 

Range of workspindle speeds p. m. 

Electric motor: speed r. p. m. 

output 

WHEELHEAD: 

Swivel of wheelhead (without workpiece) 

Transverse movement of wheelhead tnnt 

Movement of wheelhead by hydraulic rapid traverse ... mm 
Movement of wheelhead on slide . .^ . . • • ■ • • mm 

during plunge cut grinding, per minute . mm 

Grinding wheel speed p. m. 

Electric motor: speed p. m. 

output kW 

TABLE: 

Swivel of table 

Maximum longitudinal travel of table mm 

Minimum longitudinal travel of table mm 

Speed of table (hydraulic) per minute, infinitely variable metres 
Electric motor of pump of hydraulic control: speed r. p. m. 

output . . kW 

Electric motor of coolant pump: speed r. p. m. 

output kW 

INTERNAL GRINDING: 

Electric motor: speed p. m. 

output kW 


DIMENSIONS AND WEIGHTS: 
Floor space required by machii 


9 27/32" 

2 5/32” 

11 7/32” 

0.0002” to 0.002” 


width 

length .... 

Weight of machine with standard equipment, net, approx. kg 
Shipping weight of machine, seaworthy packing, approx. kg 
Dimensions of packing case: length, approx. . . . 

width X height, approx. 

Please state in your order the voltage available for the electric motors. 
Changes reserved. 


2500 

6600 7500 

6100 9900 

10800 11900 

7100 8000 

2500 X 2000 


21’ 8” 
13450 
23810 
23’ 4” 

8’ 3”; 


24’ 8” 
21830 lbs 
26230 lbs 


STROJIXPORT 


PRAHA-CZECHOSLOVAKIA 
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TYPE 5U UNIVERSAL GRINDER 


Hydraulic table feed. 

Hydraulic teed of wheelhead. 

Hydraulic rapid travel of wheelhead. 

Swivelling wheelhead for grinding of tapers by infeed r 
Workhead with 8 spindle speeds and with 90° swivel fo 
Two- speed hand feed of table. 


UNIVERSAL GRINDING MACHINE Model 3 U 

Heavy Duty Precision Machine for cylindrical {traverse and infeed) grinding with fixed or 
oscillating table, as well as for infernal, taper and face grindinq. 

Hydraulic Table Traverse 
Hydraulic Infeed 

Hydraulic Rapid Traverse of Wheel Head Cross Slide 
Swivelling Wheelhead 

Work Head with 8 Spindle Speeds Swivels 90“ for Taper and Face Grinding 
STANDARD EQUIPMENT: 

iJniye-rea! swivelling workhead for grinding between dead centers or in scroll chuck three- 

C th ^ iever-operated, for 800 

ond 1200 with hydraulically operated center sleeve) with handwheel for fine feed of center 

2 centers, grinding wheel 

O^D 400X50 mm with balancing flange, wheel puller, balancing arbor for grinding wheel 
wheelguard, extra sheave forworn wheels, open rest (for 500 and 800 — 1 piece for 
1200 - 2 pieces), swing down internal grinding attachment for spindles dia. 70 mm with 
one spmdie A 20 and equipment, closed rest (max, swing 90 mm), swing down micrmeTic 
diamond bracket (table type) without diamond, micrometric stop for hand table traverse 
ment piping, 1 set of splash guards, electrical equip- 

ment wth 5 motors to suite three-phase current 380 volts, 50 cycles with protective conta- 
.0,3 .„d remote posh bo„on conpol, se, o, be„s, se, o, wrenches, operator? iLrucL 


OPTIONAL EQUIPMENT: 

Radius trueing attachment (without diamond), profile trueing attachment (without template 

120 0 TOO mm, length 150 mm), balancing flange for grinding wheel, balancing stand for 
grinding wheel, additional steady rest, collet chuck attachment (ranging from 5-16 mm 
stepped by 1 mm) including 1 collet, collets, additional internal grinding spindles electro- 
demagnetising switch, rectifier for the electromaqnetr 

qu^stHpot Tor voltage other than 380 volts, 50 cycles (on t 










Standard Equipment 

Universal swivelling workhead for grinding between dead 
centers or in 200 mm (7 7/8”) dia. chuck, hydraulic tail- 
stock with diamond bracket (without diamond), 2 cen- 
ters, open rests (for 1000 mm, i. e. 39 11/32” between 
centers 1 unit, for 1500 mm, i. e. 59 7/ 6” between 
centers 2 units, for 2000 mm, i. e. 78 3/4” 3 units), set 
of drivers, wheelhead with wheelguard for 450 X 50 mm 
(18” X 2”) grinding wheel, grinding wheel 450X50 mm 
(18” X 2”) with balancing flange, grinding wheel flange 
puller, balancing arbor, extra belt pulley for worn grind- 
ing wheel, coolant pump with tank and piping, splash 
guards, electrical equipment with 4 electric motors for 
380 Volts, 3 phase, 50 cycles with protective contactors 
and remote push-button control, set of spanners, oper- 
ating instructions. 

Optional Equipment 

Folding internal grinding attachment, without spindle. 


template (without templat. 
for grinding steep tapers, 1 
including 1 collet (range 5 
5/8”), further collets, dec 
(7 7/8”) dia. with demagr 
electromagnetic chuck, ligl 


1 (5 15/16”) dia. spmdie 
m (2 3/4”) dia. spindle, 
ut diamond), closed rest 
I 1/8"), further spindles 
flange of grinding wheel, 
ment (without diamond), 
rg wheel according to 
r diamond), attachment 
icing stand, collet chuck 




SPECIFICATION 

Swing over bed ^ ^ 

Distance between centers mm 1000 1500 2000 59 1 o2" 59_7 j6 /8o'4 

Swing in open rest mm 120 4 23/o2 

GRINDING WHEEL: diameter XwidUn mm 450X50 18" X 2" 

Maximum width ol grinding wheel mm 100 4^^ 

Bore of grinding wheel, dia mm 203 8 

WORKHEAD — TAILSTOCK: 

Taper of workhead and tailstock centers No. 4 Morse 

Swivel of workhead 

Number of workspindle speeds „ ^ 

Range of workspindle speeds r. p. m. 15 to 575 

Electric motor: speed r. p. m. — output kW 1400 0.8 

WHEELHEAD: 

Swivel of wheelhead (without workpiece) „ „ 

Transverse movement of wheelhead mm 190 7 1/2 

Power infeed during reversal of table (R. H. side, L, H. side, 

both sides), reduction of diameter mm 0.005 to 0.04 0.0002” to 0.0016" 

Power infeed during plunge cut grinding (independent of 

table), reduction of diameter, per minute mm 0.1 to 0.4 0 004" to 0.016 ’ 

Grinding wheel speed r. p. m. 1280/1585 

Electric motor: speed r. p. m. — output kW 1425 5.5 

TABLE: 

Swivel of table 6" 5" 5- 6” 5” 5° 

Maximum taper ground 1:5 1:6 1:6 1:5 1:6 1:6 

Maximum longitudinal travel of table mm 1185 1625 2150 46 21/32” 64 84 21/52 

Minimum travel of table (hydraulic) mm 1 0.04”^ 

Speed of table per minute, infinitely variable .... metres 0.1 to 6 4” to 19’ 8 

Electric motor of pump of hydraulic control: speed r. p. m. 1400 

output kW 1.85 

Electric motor of coolant pump: speed r. p. m. — output kW . 2775 0.175 

INTERNAL GRINDING (optional equipment): 

Electric motor: speed r. p. m. — output kW 2800 1.6 

DIMENSIONS AND WEIGHTS: 

Floor space required by machine: width mm 2100 6’ 1 

length mm 3400 4400 5650 11’ 2” 14’ 5” 18’ 6" 

Weight of machine with standard equipment, net, approx, kg 5500 5800 6400 12130 12790 14110 lbs 

Shipping weight of machine, seaworthy packing, approx. . kg 6400 7000 7700 14110 15430 16980 lbs 

Dimensions of packing case: length, approx mm 5200 4200 5200 10’ 6 13’ 9 17 1 

width X height, approx. . . mm 2350X2000 7’9”X6’7’’ 


Please state in your order the voltage available for the electric motors. 
Changes reserved. 
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The Table consists of two parts. The lower part is 
mounted in a prismatic and in a flat gmdew'ay of the 
bed, the upper part may be swivefled in apcordance 

-— ■ » r Th*‘4xvdraiilic tnWlf* 

feed can be limited by stops which have a coarse and 
- a' fine adiustmertt. The dWl m the reversaU can be 
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J =pmdle .’laid, .o scroll chuck 


Maximum width of f.rindinjr whed 
Workhiod -'T TaxUlnk 
Taper m workspuldle . . , 

Taper in toil^tock leeve 
bwivel of workhead 
foiward/backward 
Number ofworkspindle speeds . 
Spei'd J-aftge ' • • 


Wheelhead 

Swivel of ‘wheelhead m cUhei d 
franaversc movem^t 
MdvSSept of wheelhcad.on’shd 
•Power iptced m reversal.of-’tabl 
PoWei irifeed m plunge ciH grir 




SPEClFICATtON 


Principal D'mensions 

Heigh of centers above flat guideway mm 200 

Heigh of centers above V-guideway mm 182 7 " ss" 

Distance between centers mm 1000 or 1500 39" or 59" 

Maximum swing over bed mm 300 

Maximum swing over carriage ... .... mm 230 9' b" 

Diameter of face plate mm 330 

Diameter and length of front spindle bearing mm 70X110 'K"X4'Xv2" 

Bore of spindle mm 30 lo" 

Taper In spindle 5 Morse 

Thread at end of spindle according to DIN specification N’ 800 . . Metric 68 

Taper in tailstock sleeve N' 3 Morse 

Width of bed mm 300 12" 

Spindle Speeds 

Number of spindle speed in either direction 8 

Range of spindle speeds r. p. m. 32 to 1000 

Feeds 

(Without using change gears) 

Number of longitudinal feeds 2/ 

Range of longitudinal feeds mm per rev. 0 08 to 0 63 

inches per rev. 0.0032 to 0.0256 

Number of cross feeds 27 

Range of cross feeds mm per rev. 0 026 to 0,21 

inches per rev. 0.00103 to 0,0083 

Threads 

27 metric threads, pitch (excluding coarse threads) mm 025 to 7,5 

36 Whitworth threads, threads per inch (excluding coarse threads) . 4 to 60 

34 module threads, module 0.25 to 5 

Ratio, stanuard to coarse thread 1:8 

Diameter of lead screw mm 32 

Pitch of lead screw per inch 3 

Drive 

Main motor 1400 r. p. m kW 3 

Coolant pump motor, 2750 r. p. m kW 0.125 

Dimensions and Weights 

Distance between centers mm 1000 1 500 

40" 60" 

Floor space required mm 2320X1015 2820X1015 

77"X3'4" 9'3"X3'4" 

Weight with standard equipment and motors, approx ca kg 1260 1363 

lbs 2780 3000 

Weight of railway packing, approx ca kg 195 230 

lbs 430 510 

Weight of seaworthy packing, approx ca kg 250 380 

lbs 550 840 

Dimensions of case metres 2.52X1.06X1,52 3.02X1 05X1.52 

8'3"X3'6"X5' 9'11"X3'6"X5' 

Volume of seaworthy packing cu. metres 


1. feet 


140 


170 


Lathes with a distance between centers and 1000 and 1503 mm (39" or 59") can also be supplied with a bed gap 
which, of course, reduces the rigidity of the bed although the bed is fully reinforced at the polni of the gap. The 
size of the gap is 95x270 mm (3X"Xl05X') for a 1030 mm lathe and 95x350 mm (3X"X13X") tor a '1500 mm 
lathe. 


IMPORTANT. Do not forget to specify the voltage and phase of power supply in your order — It is recommended 
to order the special equipment simultaneously with the machine, otherwise delivery with the machine cannot be 
guaranteed. 


snaiEXPaRT 


As improvements in design are continually being made, 
this specification is not to be regarded as binding in 
detail, and dimensions are subject to alteration without 






Apron Box 
and Slides 


The Apron Box and the longitudinal slide are combined into a solid unit. Here the principle of 
simole coeration wos sotisfied by a clear layout of controls. The carriage is moved by hand by 
means of a hand wheel on the apron box and the longitudinal or cross power feed ute engagea 
by tightening the clutch knob and shifting the oppropriate lever. The lever at the right-hand 
side of the apron box serves for engaging the split clasp nut. The movement of the lever is inter- 
locked with the change of the power feeds. A lever controlling the multi-plate clutch of the 
gearbox serving for starting and reversing the machine is conveniently fitted at the operator’s 
right. The thread indicator is fitted directly in the apron box. All gears are centrally lubricated, 
the worm and worm gear run in an oil bath. 

The Taiistock is of sturdy construction. The 


Standard equipment: (supplied normally 
with each machine and included in its price). 
Electrical equipment without motors or 
lighting 
Lighting 

Main motor, 3 kW, 1400 r. p. m. 

Electric motor driven coolant pump 
SVET 0.125 kW, 2750 r. p. m. 

Coolant pipeline and fittings 

340 mm diameter jaw type face plate, 

190 mm diameter driver plate with pin 
2 centers (spindle and taiistock) with N" 3 
Morse taper 

N" 3 5 Morse taper reducing sleeve 
Steady rest 
Follow rest 

Revolving 4-way tool block 

12 change gears with 40, 45, 45, 50, 55, 

65, 65, 70, 75, 80, 90, 127 teeth 

Back plate for 190 mm dia. self-centering 

chuck 

11 spanners 

2 bars for adiustment of spindle 
bearings, screw-driver, oil can 
Tool board 

Special equipment; (supplied only to 
special order against extra charge) 
Self-centering 3-iaw chuck 
Self-centering 4-jaw chuck 
Live-center with N" 3 Morse taper 
Taper turning attachment or copying 
attachment 



Electrical Equipment 



taiistock sleeve is hardened and accurately 
fitted. The taiistock can be moved quickly 
along the bed. It may also be moved on 
its base for the turning of steep tapers. 

The Electrical Equipment is housed in a 
cabinet of its own fitted at the left of the 
outer side of the front leg and is easily 
accessible. 

The Coolant is supplied by an elec- 
trically driven centrifugal pump ar- 
ranged at the rear of the chip pan 
through a pipeline with joints directly 
to the tool. The coolant tank is at the 
bottom of the chip pan. 


Change gears for module threads with 
35, 42, 60, 97 m 126 teeth 
Adjustable stops for longitudinal feed 
Adjustable stops tor cross feed 



Drive of machine and coolant pump 


Taper turning attachment 




1. Knob for opening the change gear compart- 
ment. 

2. Lever for engaging the back gears of feed 
and thread box. 

3. Lever for starting, stopping and reversing 
the carriage feed. 

4. Lever for standard and coarse threads. 

5. Feed change lever. 


6. Speed change lever (engagement of head- 
stock back gears). 

7. Lever for engagement of drive of lead screw 
or drawing spindle. 

8. Starting lever — reversing of machine. 

9. Crank for cross slide travel. 

10. Handle for loosening and locking the four- 
way tool head and tool. 


18. Speed change lever. 

19. Speed change lever. 

20. Handwheel for longitudinal carriage feed. 

21. Power feed engaging lever (for longitudinal 
and cross feed). 

22. Clasp nut control lever. 

23. Thread indicator. 

24. Starting lever — reversing of machine. 


11. Crank for travel of tool slide. 

12. Carriage locking lever. 

13. Nut for securing the tailstock. 

14. Tailstock sleeve locking lever. 

15. Screw for accurate setting of tailstock. 

16. Handwheel for movement of tailstock 
sleeve. 

17. Signal light. 






DESCRIPTION 


The Headstock is of sturdy construction with smooth and pleasing lines. The spindle runs in 
substantial bearings and is relieved of the pull of the belt. By this arrangement vibrations are 
eliminated and one of the main conditions for obtaining smoothly machined surfaces is satisfied. 
The spindle is hardened and ground. Thrusts are taken up by an anti-friction bearing. The front 
end of the spindle is designed in accordance with standard specifications and permits the face 
plate and driver plate or the self-centering chuck to be exchanged quickly. The gears are hardened 
and ground. They slide on hardened and ground multi-splined shafts. 

The Speed Change is effected by three levers, one of which is arranged at the right-hand side 
of the headstock and two on the gear box. The speeds and positions are indicated by an operating 
plate in the centre of the headstock. The lever at the right-hand side of the headstock controls 
the 1 :1, 1 :8 back gears. The feeds are reversed and 8 :1 gear for the cutting of steep threads 
engaged by means of two levers arranged also on the headstock. The headstock gears and 
spindle bearings are lubricated by an independent gear pump in the front leg of the machine. 
The movement of the spindle is transmitted through a reversing clutch and change gears to the 
feed and thread box. 

The Feed and Thread Box affords 27 longitudinal feeds and 27 cross feeds. This number can 
further be increased by means of change gears. The gears are changed by means of gear change 
as well as by changing the gears on the gear quadrant. The method of selecting the speeds 


and feeds for screwcutting is clearly shown by operating plates. The reversing and stopping lever 
and the lever for screwcutting and turning are fitted conveniently on the headstock. The lead 
screw is manufactured with the greatest care and has an accurate pitch measured by special 
measuring instruments. It serves for screwcutting only. Gears for 27 Whitworth threads may be set 
by means of the gear levers alone and 9 more by means of change gears. Gears for 27 metric 
threads may be set by means of change gears alone. The same number of coarse threads in the 
ratio of 8 :1 is made available by operating the appropriate lever on the headstock. 5 additional 
change gears are supplied against extra charge to give 34 module threads with modules ranging 
from 0.25 to 5. The drawing spindle has a stop for disengaging the longitudinal power feed and 
an adjustable safety clutch for protection against overload. 

The Gear Box is conveniently designed and fitted in the box shaped front leg. It has four speeds 
which are changed by two concentrically fitted levers. A multi-plate clutch of generous proportions 
permits quick and smooth stopping and reversing. A low specific pressure and high grade of^°*erial 
increase its reliability and prolong its life. The clutch is easily accessible and ad|ustable. The 
sliding gears of the gear box are hardened and lubricated by an oil spray. They slide on ground 
multi-splined shafts. 

The Carriage. The longitudinal slide has long guiding surfaces scraped to fit accurately to the bed 
ways and protected by wipers. It is made of special cast iron, sturdily built and forms the guide- 
ways for the cross slide. The rotating part may be set at any angle and forms a broad base for 

,he tool slide with the revolving 4-way tool block which is locked in eig t accur^ate positions. The 

driving screw of the cross slide is made to fit into the nut without backlash. The dividing rings 
have a large diameter so that the dials are easy to read and permit the tool to be accurately 
set. The longitudinal slide is locked on the bed for the turning of faces. 

/•.^;,.crnKU =tons for the lonaitudinal and cross feeds may be supplied on special request. 



gears 


levers 




Type SN 20 Universal Center Lathes are intended for all 
common turning operations. They are particularly useful 
for applications requiring a high dimensional accuracy 
and a high grade of surface finish of the parts being 
machined. Their outstanding feature is economy in the 
machining of all kinds of metals both in the single part 
and quantity production. 


mtreLathP 


all current 
works and 


ilain production lathe intended for 
orations especially in medium-size 
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SPECIFICATION; 



STANDARD EQUIPMENT; 

The machine is supplied with complete accessories for ail current turning operations. This 
standard equipment is already included in the price of the machine. 


Electric motor with electrical 
equipment, motor pulley and belt 
Four-way tool block 
Three-jaw self-centring chuck 
Chip pan 
Thread indicator 
Spot light 
Catch plate 
Face plate 

SPECIAL EQUIPMENT: 

On special order and 

spindle speed range of 28 — 710 r. 

OPTIONAL EQUIPMENT; 

DIMENSIONAL DRAWING 


Backplate for jaw-chuck 
Lathe centres 
Reducing sleeve 
Set of change gears 

Follow rest 
Service spanners 
Operating plates 
Operator’s instruction booklet 


supplied fitted with high 


If an extra charge the machine 
Four-jaw self-centring chuck. 




; between centres 
iver carriage 


Swing 

Width of gap 
Width of bed 
Diameter of face plate 
Spindle bore . 

Taper in spindle . 

Taper of centres . 

Spindle nose according 
Spindle speeds; 8 in number, ranging from 
High speed range (on specii 

Feeds; Number 

Range of longitudinal feeds 

Range of cross feeds . 

Pitch of lead screw 
Threads: Number . 

Metric, pitch . 

Whitworth 
Module . 

Diametral pitch 
Motor: Speed 

Output . . 

Floor space required (turning length 2000 
For distance between centres . 

Weight of machine: with standard equipmei 
with packing 
with seaworthy packing 

Contents boxed 


450 

1500—2000 


DIN 800 
18—450 
28—710 


DIN 800 
1 8—450 
28—710 


0,057—3,45 7,35—446 cuts 
0,019—1,15 2—1335 cuts. 


0,25—8 

2—120 

0,25—8 


1000X3450 
1500 2000 


1950 2100 

4,5 5,2 


39 yj"X136" 
59 Vi" 79" 
lbs. 3540 3740 
lbs. 3630 3850 
lbs. 4300 4650 
cu. ft. 159 184 


s improvements in design are continually being made, this specification is not to be regarded . 
binding in detail, and dimensions are subject to alteration without notice. 


IN ORDERING, SPECIFY VOLTAGE, PHASE, AND FREQUENCY OF POWER SUPPLYI 
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AUTOMATIC MACHINE MODEL 



SPECIFICATIONS 


SPECIFICATIONS 


SPECIFICATIO N S 




TURRET LATHE MODEL VOLMAN RT80 



HIGH DUTY PRECISION MACHINE FOR QUANTITY PRODUCTION OF PARTS FROM BAR STOCK AS 
WELL AS FOR SINGLE PIECEWORK, DESIGNED AND BUILT TO TAKE FULL ADVANTAGE OF CARBIDE 
TIPPED TOOLS 

THE WORK SPINDLE is driven by a flonged type two-speed electric motor. The six multi-plate clutches in the gearbox 
and the pole-changing of the main drive motor enable 8 spindle speeds in both directions while cutting. By means of 
change gears 3 spindle speed ranges can be obtained. The work spindle rotates in accurately adjustable precision anti- 
friction bearings. 

THE FEED MECHANISM for the turret and cut-off slide is powered from the work spindle through change gears and 



m26-34 


a gearbox. 

THE TURRET SLIDE. The turret provided with 16 tool holes revolves about its horizontal axis. The longitudinal and 
cross feeds are effected both by hand and by power. The cross feed is obtained by the rotary motion of the turret. Adjustable 
stops are provided for limiting the longitudinal and cross feeds. The power feeds are automatically disengaged by stops, 
Safety couplings protect the machine against overload. 

THE CUT-OFF REST with the four-way tool block is declined by 10° so as not to interfere with the tools clamped In 
the turret. Thus simultaneous operation both of the turret slide and the cut-off rest is enabled. The longitudinal and 
cross feeds are effected manually and by power. The power feeds are automatically released by stops. 

THE BAR FEED ATTACHMENT is controlled by a hand-operated spider for feeding the feeding head along with 
the bar by means of a chain. The bar is clamped in the feeding head by gripping jaws. 

THE THREAD CHASING ATTACHMENT permits the cutting of all classes of interna! and external threads with 
LUBRICATION. The work spindle bearings are lubricated from an individual oil tank in the cop cover of the headstock. 


Heavy Dufy High Speed Precision Machines for the quantity production of parts from bar stock, as well as for the 
single part production, designed and built to take full advantage of hard alloy cutting tools within lifetime. 

THE WORK SPINDLE is driven by V-belts through the gearbox from a flange-mounted two-speed motor. 
Four multiple disc clutches in ihe gearbox and the pole changing switch of ihe main drive motor enable the engaging 
of four spindle speeds in either direction of rotation whHe the machine is cutting. Two different spindle speed ranges 
are obtained by employing two change gears. The work spindle runs in accurate, finely adjustable anti-friction bearings. 
THE FEED MECHANISM is driven by a V-belt from Ihe work spindle and consists of Ihe quick chonge gearbox and 
the apron with a tripping worm. 

TURRET SLIDE. The turret has twelve tool holes and rotates about its horizontal axis. The longitudinal feed is by hand 
and by pov/er with automatic release. The cross feed is only by hand and proceeds by the rotary movement of 
the turret. Adjustable stops are provided for limiting the longitudinal and cross feed of the tools. 

THE STOCK FEEDING ATTACHMENT is operated by a hand lever. The feeding collet has interchangeable jaws 
to suit the different bar dimensions. 

THE THREAD CHASING ATTACHMENT enables the cutting of all classes of external and internal threads with the 
aid of a leader. 


The transmission mechanism in the headstock has circulation system lubrication, the oil being supplied by a special geared 
pump. The turret slide and the cut-off rest are oiled by hand-operated grease guns. 

COOLING-SYSTEM. The coolant tank is housed inside the column. A liberal supply of coolant is provided by a gear 
'' WHEN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 



LUBRICATION. All gears in the gearbox and apron are lubricated by a gear pump, the v/ork spindle bearings 
by a hand grease gun. The turret slides and the other movable parts are lubricated by a hand pump. 

COOLING. The coolant tank is housed inside the machine base. The coolant is supplied by a gear pump. 
STANDARD EQUIPMENT: 

2 guards, central and side cross stops, set of spanners, hand grease gun, electric motor for 220, 380 or 500 volts, electrical 
equipment, spot light, operator's instruction booklet and operating plates. 



RT 34 


Bar capacity 

Bore Or spindle 

Taper in spindle ■ ; , ' . ' ' 

Swing over bed; a) with thread chasing attachment . • • ■ 

b) without thread chasing attachment ■ 

Max. chuck capacity 

Dia, of chuck • • ■ ■ 

Max. distance; a) turret to flange or work spindle , . . • 

b) turret to chuck for bar stock 

Dia. of turret ■ • ' , 

Pitch line diameter of tool holes 

Number of tool holes 

Diameter of tool holes . 

Longitudinal travel of turret slide 
Spindle speeds; Number 

Range . . . ■ • 

Number of feeds 

Range of longitudinal feeds 

Motor; Speed 

Output 

Len°qVof'^mac3e'^vvith stock feeding attachment and floor stands 
Weight of machine; with standard equipment 


-V 0.028—0 09 

\A. 1500 3000 

3.6 '2.6 

850x1900 33.5"x75" 
4540 178" 

950 2100 lbs, 

1100 2420 lbs. 

1175 2600 lbs. 

3.2 113cu.ft. 


0.028—0.09 
1500 '3000 
3.6 2.6 

'850x1900 33.5"x75" 
4540 178" 

950 2100 lbs. 

. 1100 2420 lbs. 

. 1175 2600 lbs. 

3.2 113cu.ft. 


L EQUIPMENT RECOMMENDED TO EACH ) 


L EQUIPMENT USED RATHER FREQUENTLY; 


L EQUIPMENT MADE AND SUPPLIED ON REQUEST ONLY 


° * For turret tool-holders see special list. 

IN ORDERING SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 
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SPECI FICATIONS : 


Bar capacity 

Bore of spindle 

Taper in spindle 

Swing over bed: a) with thread chasing attachment . . 

b) without thread chasing attachment . 

Chuck capacity 

Maximum distance: a) turret to flange of main spindle . 

b) turret to chuck for bar stock . . 

Diameter of turret 

Pitch line diameter of tool holes 

Number of tool holes 

Diameter of tool holes 

Spindle speeds: number 

range 

Feeds: number 

range of longitudinal feeds 


range of cross feeds 

Main drive motor: Speed 

Output 

Floor space required 

Length of machine with bar feed attachment and floor st 


I standard equipment 

1 packing 

1 seaworthy, packing . 



STANDARD EQUIPMENT: 3 guards, 1 chuck guard, lef 
operated grease gun, various spore screws, set of sponne 

OPTIONAL EQUIPMENT: chuck with collet chuck for t 
scroll chuck with backplate, cross slide with four-way too 
stands with standard stock-tube, centering screw chuck, 
longitudinal copying jobs, transverse copying attachment. 


uck guard, left-hand, central and right-hand cross stop, change gears, hand- 
set of spanners, tool pan, operating plates, operator’s instruction booklet. 

let chuck for bar stock, quick action chuck for finishing jobs, 3-|aw universal 
four-way tool block, bar feed attachment with special bar chuck and floor 
screw chuck, longitudinal copying attachment, hold-down attachment for 
g attachment, drum length stop, special length stop, thread chasing attach- 
rm for die heads, supporting tailstock, high-speed drilling attachment with 


lotor, coolant supply for the intei 
ooling attachment with piping a 
pot light without bulb. 


si cooling for machines without tailstock, coolant supply for machines with tailstock, 
drive, change turret, electric motor for 220/380 or 500 volts, electrical equipment. 


As improvements in design are continually being m 
dimensions are subject to alteration without notic 
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The Type RN 36 Turret Lathe is intended for the economical machining of steel as well as of alloys of non- 
ferrous and light metals. In its design particular attention was devoted to the requirement of fully utilizing 
cemented carbide tipped tools. The simple operation of this machine contributes to the reduction of non-pro- 
ductive times. Thus, for instance, bar stock is fed and chucked pneumatically. The machine works permanently 
with a high degree of accuracy and reliability. 

Characteristic Features and Advantages of the Type RN 36 Turret Lathe 

Drive by reversible three-speed electric motor controlled by a single switch lever on the headstock ; the same 
lever is also used for ;i.pplying the main spindle brake. 

Wide overall range of spindle speeds divided into five ranges anyone of which may easily and quickly be obtain- 
ed by means of change gears supplied with the normal equipment of each machine. High speeds of headstock 
spindle make it possible to use economically the most up-to-date cutting tools and, as a result, to reduce the 


costs of machining while the output is h 
chine works accurately, all its rapidly i 
vidual groups of speeds permits, on the 
on the other hand low cutting speeds e, 


•eased at the same time. Even at the highest spindle speeds the ma- 
ating parts being carefully balanced. Wide range (1 to 22,5) of indi- 
e hand, high cutting speeds for working with carbide tipped tools, 
. for reaming or thread chasing by means of tool or high-speed steel. 


Fine gradation of each speed range, the 10 diffen 
Only two pairs of gears are in mesh for every spii 


2 obtained by a total of foi 


The headstock spindle is of extraordinary rigidity and runs without play in pre-loaded roller and ball bearings 
so that there are no vibrations; thus one of the main conditions for the accurate working of the machine is 
satisfied. 

There are no clutches in the headstock (either for starting or stopping the machine or for changing speeds). 
As a rule such clutches generate heat and thus adversely affect the mechanism of the headstock. 

Headstock is pro'vided with large bearings outside the guideways of the bed so that the forces acting on the 
headstock spindle are transmitted to the bed without any distortions. 

Main spindle brake located outside the headstock so that its efficient cooling is ensured; therefore the heat 
generated by braking causes no heating of the headstock mechanism. 

Good suction of oil. 

The oil pump is submerged and placed so low that, should any leakage develop later, it cannot affect the ade- 
quate supply of lubricating oil. 

Lubrication of headstock by ordinary engine oil which is also used for all other assemblies of the machine so 
that only this single grade of lubricant is required for the entire machine. 

Accurate disengagement (within0,02mm) of the longitudinal power feed in the direction of the headstock either 
by means of adjustable stop pins of the stop drum on the turret slide, or by a drum length stop which is sup- 
plied as special equipment of the machine and fixed on the front side of the bed, or by means of a simple 
folding stop. Before the final disengagement of the feed the turret slide is pressed, during a few revolutions of 
the headstock spindle, by a force which, to a certain extent, is adjustable, against the stop so that, once the 
automatic feed is disengaged, it is no longer necessary to finish turning to an accurate length by the hand feed, 
continuously watching the indicator. 

Accurate disengagement (within 0,02 
mm) of the cross power feed of the 
turret slide forward and backward by 
means of adjustable cross stops, three 
of which are supplied as standard 

equipment with each machine ; this ^ S 

accurate disengagement makes it pos- i— .ft ZI 

sible to strictly maintain the closest L — 

Simple cross feed drive which is obtain- | L — ~ Q | ^1 J|j 

ed from the longitudinal feed in the I, 

shortest way simplifies the operation — S ™ 

of the mechanism and reduces the oil r-. UB nTlEii n 

fhtlHfMM idyh 






ill 


Simple but reliable protection of the longitudinal and 
cross feed mechanism against overload by means of 
the above described automatic disengagement of the 
longitudinal and cross feeds which cannot fail, as 
opposed to the usually employed protective clutches 
the reliability of which depends on correct adjust- 
ment and attendance. 

Simple engagement and disengagement of cross feed 
by a simple downward movement of the crank with- 
out any further movement. 

Protruding front end of turret head shaft designed 
to support the tool holders, in order to prevent them 
from vibrating, when turning with cemented carbide 
tipped tools, even with the heaviest chips. 

Oil-tight feed box and apron. The parts of the feed 


Arrangement of all feeds in geometric p 
according to the proposal of ISA, 

Easy setting of tool to turning diameter n 
means of micrometer cross feed stops ( to I 
according to our tool catalogue) and a h 
for the fine turret head cross feed. The h 
is provided with a sliding clutch. The force 
the micrometer cross feed stop or the tool a 


refore depend on the judger 


led does not 
r skill of the 


operator, and the tool may be set easily and accurately and very fine tolerances may be kept on the work. 
Small weight of machine (1300 kg or 2870 lbs) together with its high output, high speed, rigidity, and relia- 
bility in service is the result of the smaller external dimensions and the suitable arrangement of the mechanism 
within the machine. 

Numerous standard equipment of each machine, includes, in addition to a complete electric and wet turning 
attachment, also a pneumatic clamping cylinder with a hand distributor and all other fittings arranged for 
connection to the pneumatic piping on the one hand, and to the pneumatic chucking head or chuck or the 
pneumatic feed, which are available as special equipment on the other hand, 

A rich choice of special equipment which can easily be fitted, even later, and which considerably widens the 
working range and output of the turret lathes. 

The pneumatic chucking head for bar stock contains hardened and ground three-part jaws which are closed 
pneumatically. The compressed air is admitted into the pneumatic clamping cylinder screwed to the rear end 
of the main spindle by operating the hand lever of the air distributor. The pressure produced in the cylinder 


y t c iiedu lor oar slock contains hardened and ground three-part jaws which are closed 

pneumatically. The compressed air is admitted into the pneumatic clamping cylinder screwed to the rear end 
of the main spindle by operating the hand lever of the air distributor. The pressure produced in the cylinder 
IS transimtted to the chucking head through the connecting tube. The jaws suitable for bar stock (accuratelv 
drawn or rolled only, but straightened) with a round, square or hexagonal cross section permit clamping of 
stock up to 1 mm bigger or smaller than the rated bore. The jaws are easy to replace when the nut union is 
unscrewed. Normally (unless specified otherwise in the order) jaws for a diameter of 34 mm are supplied with 
the chucking head. 

The chucking head is perfectly balanced and about 30 per cent shorter than conventional hand-operated collect 
bar chucks so that it is free from vibrations even with the heaviest chips and highest speeds. The chucking 
ead can easily be detached from the main spindle and dismantled for cleaning purposes within a few minutes. 

The Type VB 1 Pneumatic Chucking Head for Blanks 

se^es for chucking workpieces already parted off or blanks which have already been machined at the end 
where they are to be chucked and which shall only be machined at the other end. In order to chuck the work 
in the direction of its axis always exactly in the same position the work rests either on the internal stop ad- 
justable in advance and supplied with the chucking head, or, in the case of work provided with a collar, 


on an external slop. The latter is not supplied with the chucking head. 
The gripping power developed by the pneumatic clamping cylinder pulls, 
by means of a connecting tube, the chucking collect of the chucking 
head and thus closes the jaws within the collet. These jaws permit the 


from the rated bore of the ja\ 
ing the collet in which they 
is 38 mm. The three part ja 
per chucking head) arc — un' 
rough drilled to 10 mm and m 
be furnished to order; they 


; they can easily be changed by unscrew- 
"e inserted. The biggest bore of the jaw 
s supplied with the chucking head (one 
;s otherwise specified in the order — only 
hardened. Further jaws of this kind may 


The Type Vc 1 Pneumatic Three Ja 


to chucking of finely finishc 
i especially suited for accut 
castings, and pressed parts ' 


irdened gripping jaws which are 
30 that the work can be gripped 
)r from outside. A set (1X3) of 
rder. Hardened jaws are suitable 
3, while unhardened jaws are used 
1 work. Although these three jaw 
ite concentric chucking of parted 
iiey may also be used for chucking 
itage when changing from blanks 




le chucked without adjust!: 
s necessary; however, it b 


easy to make by 1 
ng force developed 
' mounted at the 


eters adjustment 
the screws pro- 
case also, by the 
lie main spindle 


of levers and can be adjusted by 
an air pressure control valve which 
can be furnished as special equip- 
ment. 

The Type Vd 1 Pneumatic 
two Jaw Chuck 

serves mainly for gripping angular 
and irregular work, e. g. fittings. 
It is provided with interchangeable 
unhardened gripping jaws which 
must eventually be adapted to the 
chucked work. The interchangeable 
gripping jaws rest upon basic jaws 
which have a sufficiently large 
stroke and on which they can be 
accurately adjusted. Otherwise the 
two jaw chuck resembles the three 
jaw chuck as described above. 

The Type Ve 1 Air Pressure 
Control Valve 

with pressure-gauge is fitted on the 
outside of the machine so that it 
is within easy reach of the opera- 
tor. This valve serves for setting 
the chucking force according to the 
size and the thickness of the walls 
of the chucked work, so that it will 
be chucked firmly but without dis- 
tortion. There is, with pneumatic 
chucking as opposed to heind chuck- 



grip- 


The Type Vh 1 Thread 
Chasing Attachment 


ing, no later relaxation ( 
gripping force because the 
ping power continues even dur- 
ing the turning work. 

The Type Vf 1 P neumatic 
Bar Feed 

is fitted to the turret lathe at 
the rear of the pneumatic clamp- 
ing cylinder; it is controlled by 
the same hand lever of the air 
distributor as the chucking heads 
or chucks. When this lever is 
moved to its middle position the 
gripping jaws of the chuck are 
released, the bar is gripped by 
the feeding jaws and moved for- 
ward by the length recpiired. The 
feed operates fast and. as it i.s 
independent on the main spindle 
speed, it works reliably even at the highest speeds of the machine. When the hand lever of the distributor is 
moved to its extreme position the gripping jaws of the chucking head or chuck grasp the bar and the released 
feeding jaws return to their original position. The feeding jaws permit feeding of bars the diameter of which 
differs as much as + 1 mm from the rated bore of the feeding jaws; they are easily interchangeable and leave 
no traces of gripping on smooth drawn bars. The bars can be used up completely, i. e. without unused short 
pieces. Normally (unless specified otherwise in the order) jaws with a bore of 34 mm are supplied with the 
feeding attachment. 

(Other cross sections of feeding jaws are listed in the tool catalogue). In addition, the following parts are 
furnished with the feeding attachment: three interchangeable sockets tor guiding the feed bars within the 
main spindle (only one of which is inserted at any time according to the diameter of the bar being machined). 
Guiding of the stock in a noiseless tube has to be separately' specified in the order. 

The Type Vg 1 Compressor 

for providing the compressed air necessary for chucking and feeding can be supplied, when ordered, together 
with the turret lathe. A turret lathe equipped with this compressor forms a completely independent unit and 
is especially suited for plants where there is either no compressed air at all or air of a low pressure (about 
6 atm. or 85 psi are required). The compressor is driven by its own electric motor forming a part of and sup- 
plied with the compressor set, same as the fan, the necessary valves and switches. The consumption of com- 
pressed air for one of the chucking heads or chucks and for the bar feed is approximately 1 cu. metre (35 cu. 
ft.) per hour at a pressure of 6 atm. (85 psi) and a temperature of 20" C (68" F) [i. e. 6 cu. metres (210 cu. 
ft.) per hourl of air at normal atmospheric pressure. This consumption figure is based on 60 clamping and 
feeding operations per hour. 






servos for cutting male as 
well as female threads, both 
right hand and left hand. It 
is also suitable for cutting 
fine (low pitch) threads. Adif- 
ferent leader with the corres- 
ponding follower has to be 
used for every pitch. As a rule 
(unless specified otherwise in 
the order) a leader and follow’- 
er for a pitch of 1 mm is 
supplied with the attachment. 

Thread leaders and followers 
for other pitches are listed in 
the tool catalogue according 

to which they may be ordered. Thread Leader and Follower o£ Thread Chasins Tyjie Vli 1 Thread Chasing Attach 
As the drive of the attach- Attachment 

ment has a ratio of 1 to 2 the pitch of the lead must be twice as great as the pitch of the thread to be 
the work piece. When the end of the thread is reached the follower can be automatically disengaged by 
of adjustable stops and the attachment returned to its original position. The thread chasing attachment i 
enough to be used for cutting with carbide tipped tools (even in very hard material) both male and 
threads, but the latter only if the diameter of the hole is greater than 30 mm. 


means 
is rigid 
female 


The Type Vi 1 Automatic Moving Steady 

for thread chasing is useful for cutting threads wdth cemented carbide tipped tools. Its advantages are the 

1) Elimination of the strain of the operator who previously had to follow the tool moving through the thread 
in order to catch the arm in time to stop it from dropping back. 

2) Reliable movement out of the thread which is automatic as well as automatic movement of the arm into the 
working position. 

3) Economy resulting from a longer life of tools and saving of time. 

4) Easy fitting-fitted to the arm in place of the standard handle. 

It is recommended to order the automatic moving steady as a supplement to the type Vh 1 thread chasing 
attachment. The appropriate tool holder may be ordered according to the tool catalogue. 


The Arm for Type Vj 1 Die Heads 

is attached to the guide shaft of the thread chasing attachment in place of the tipping arm with the thread 
chasing slide which must first be removed. It is therefore recommended to order the arm for the die heads as 
a supplement of the thread chasing attachment. The die heads (which open automatically when the cut is com- 
pleted) serve for cutting accurately concentric male threads and are clamped to the arm; either directly or by 

means of suitable reducing sleeves, depending on 
their size. Work with the thread chasing attachment 
as well as with this arm can be done quite inde- 
pendently of the turret slide. 

I . . In case the customer does not possess a type Vh 1 

_ j I . ; I thread chasing attachment the type Vk 1 arm has 

r i ! ■ to be ordered. 

k'"! i. 




Type 


Thread Chasing Attachment 




Moving Steady for Thread Chasing 


f 





The Type VI 1 Longitudinal Copying 
Attachment 

consists of a bracket adjustable on the inside rear 
surface of the bed, and carrying a hardened guide 
ruler the angle of which is adjustable according to 
the taper to be turned. The turret head is guided 
along the set guide bar by a copying pin clamped 
in a holder attached to the face of the turret head. 
The guide bar is straight ( form bars are only fur- 
nished at an extra charge) and 125 mm (i'-'hc") 
long. The maximum taper for which the guide bar 
can stiil be set is 15 either way. 

The Type Vm 1 Transverse Copying 
Attachment 

is intended for turning the face of the work-piece. 
It is built and attached in a similar manner as 
the longitudinal copying attachment. However, 
instead of the copjdng pin a copying roller is 
fitted in the holder on the face of the turret head. 
The guide bar is straight (a curved bar is only 
supplied at an extra charge) and can be set for 
angles up to 20° either way. It is, 75 mm (2‘Vi6") 
long. 

The Type Vn 1 Drum Length Stop 

is bolted to the front wall of the bed and serves 
for limiting or disengaging the longitudinal power 
feed of the turret slide. It is provided with eight 
finely adjustable stop screws which can be set for 


different lengths so that they limit the longitudinal 
movement of the turret head at different distances 
corresponding to the individual operations. 

The Type Vo 1 Longitudinal Folding Stop 

is fitted in a similar position as the drum length stop 
but has only one stop screw liniiting or disengaging 
the longitudinal feed of the turret slide. If not used 
the stop need not be removed but can merely be fold- 
ed away so that the turret slide with the apron may 
pass it. 

The Turret Head, Type Vp 1 with Holder, 

Type Vr 1 without Holder 

is only provided with precision drilled tool holes if it 
is supplied together with the turret lathe with which 
it is to be used. If it is furnished later, its tool holes 
are only rough drilled and are only finished to ac- 
curate dimensions after the turret head has been 
mounted on the machine w'liere it is to work perma- 
nently. In such a case a drawing is sent with the 
turret head containing all necessary dimensions for 
finishing the tool holes, as well as directions for fitt- 
ing and removing the turret head. 

Cross Stops 

for limiting or disengaging the cross feed of the turr- 
et head have to be ordered according to the tool 
catalogue. The following are supplied as standard 
equipment of the turret lathe: 1 symmetrical, 1 right- cross 
hand and 1 left-hand cross stop. In addition micro- 
meter cross stops are available to special order. These stops a 
the tool to he set accurately for the required turning diameter and the closest limits to be easily maintained. 
This eliminates, in many cases, subsequent grinding of the workpiece. Micrometer right and left-hand cross 
stops are available, either lateral or symmetrical. 

Lighting of Machine 

A spot light with joints provided with a switch is fitted to the rear wali of the machine. It can be adjusted to 
any position found to be most favourable for the work. For reasons of safety a voltage of 24 Volts is used for 
lighting. This voltage is obtained from the standard mains voltage by means of a transformer fitted in the 

contactor box (separate from the machine) 



m Turret Head 


e provided with a micrometer screw and permit 



where the contactors and the i 
centralized. The contactor box i 
the terminal board fitted on th 
the machine. 


in switch are 
connected to 
rear part of 






SPECIFICATION 


Chucking Range: 

Maximum chucking diameter: 

for bar stock 

for blanks in a chuck (for work with 

of tools) 

Diameter of chuck (Vc 1 or Vc 2) . 
Maximum swing over bed: 

with thread chasing attachment 
without thread chasing attachment 
Maximum distance: 

turret head to main spindle flange . 
turret head to chuck for the bar stock 


a smaller number 


Turret Head: 

Diameter of pitch circle of tool holes 
Number of tool holes 


Number X diameter of tool holes 

(double hole) . • . 

Maximum longitudinal travel of turret slide .... 
Speeds: 

Number of speeds (forward and reverse) 

Speed ranges (set by change gears supplied as standard 
equipment of machine: 

No. I range (with 10 steps) 

No. II range (with 10 steps) 

No. Ill range (with 10 steps) 

No. IV range (with 10 steps) 

No. V range (with 10 steps) 


Feeds : 

Number of longitudinal and cross feeds 

Range of longitudinal feeds mrn per rev. 

inches per rev. 

Range of cross feeds Ps*" 

inches per rev. 

Main Three Speed Electric Motor: 

Permissible number of reversals (at 670 or 680 r. p. m.) . . per hour 

Speed r. p. m. 

Maximum output at full utilization of machine kW 



Dimensions and Weights: 

Floor space (without stock feed attachment) mm 

Length of machine with stock feed attachment and stands 

for guiding bar stock n™ 

Height of centre-line of spindle above floor nun 

Weight of machine with standard equipment kg 


34 l'’X" 

no to 180 4-V«l"to7n::" 

160 6 

250 

360 14" 

510 20" 

410 16" 


150 6" 

16 

7 X 20 7 X 

7 X 30 7 X ll'.ii" 

(2X35) (2Xr''’‘") 

410 16" 


50 


56 to 1250 
71 to 1600 
90 to 2000 
125 to 2500 
140 to 3150 


6 

0.056 to 0.56 

0.0022" to 0.022" 

0.028 to 0.28 

0.0011" to 0.011" 
120 

680 to 2800 
9 


2250X 950 

5550 

1000 

1300 


8'4" X 31" 

18'2' 

31" 

2870 lbs 


Standard Equipment included in the price of the machine : 

Electric equipment of machine with main electric motor, coolant pump motor, centrifugal pump with piping 
and two nozzles, pneumatic clamping cylinder with hand controlled air distributor, change gears, 3 stops for 
cross feed, 3 sheet metal shields, set of spanners for attendance, grease gun, instructions for operation and 
setting, precision test certificate. 

PLEASE STATE IN YOUR ORDER THE VOLTAGE AVAILABLE FOR THE ELECTRIC MOTORS 

The machines are continuously being improved upon. The data given in this prospectus are therefore not binding 







The machine is infended for fhe economical machining 
of sfeel as well as of alloys of non-ferrous and light 
metals. In its design particular attention was devoted 
to fhe requirement of fully utilizing cemented carbide 
tipped fools. The simple operation of this machine 
contributes to the reduction of non-productive times. 
Thus, for instance, bar stock is fed and chucked 
pneumatically. The machine works permanently with 
a high degree of accuracy and reliability. 


STHmXPaRT- PRAHA - CZECHOSLOVAKIA 


COK 520271 


DESCRIPTION 


2 by reversible three-speed electric motor controlled by a single lever on the headstock; I 
r is also used for applying Ihe main spindle brake. 

e overall range of spindle speeds divided into five ranges any one of which may ec 
kly be obtained by means of change gears supplied with Ihe normal equipment of each 
I speeds of main spindle make il possible to use economically Ihe most up-to-date cutt 
, as a result, to reduce the costs of machining while Ihe output is increased at the sai 
1 at the highest spindle speeds the machine works accurately, all its rapidly rotating pa 
fully balanced. Wide range (1 to 22,5) of individual groups of speeds permits, on the o 
cutting speeds for working with carbide tipped tools, on the other hand low cutting spe 
■earning or screwcutting by means ol tool or high-speed steel, 
gradalion ol each speed range the 10 different speeds ol which are oblained by a tote 

/ two pairs of gears are in mesh for every spindle speed so that the machine runs smoc 
lina of the headstock is reduced to a minimum. 




STANDARD EQUIPMENT (included in price of machine) 


Electrical equipment of machine with main electric motor, coolant pump motor, centrifugal pump 
with piping and two nozzles, pneumatic clamping cylinder with hand-controlled air distributor, 
change gears, 3 stops for cross feed, 3 sheet metal shields, set of spanners for attendance, grease 
gun, operating instructions. 


SPECIAL EQUIPMENT (supplied for machine at extra charge) 


chucking head for bar stock ofi’'' tof fyP® A die head 

(if customer possesses attachment Vh) 

chucking head for blanks g 

(if customer does not possess attachment Vh) 


pneumatic three-jaw chuck 

pneumatic two-jaw chuck 

control valve with pressuie gauge 

stock feed attachment 

compressor set — alternatively Vg 2 

screwcutting attachment 

automatic moving steady 


longitudinal copying attachment 
transverse copying attachment 
longitudinal d;um-type stop 
folding stop 

turret head with holder 
lurret head without holder 
stock guide attachment 



s P 




Maximum chucking diameter: 

for bar stock 

for blanks in a chuck 

*) for work with o smaller number of tools 

Diameter of chuck (III or IV) 

Maximum swing over bed: 

without screwcutting attachment 

Maximum distance: 

lurret head to main spindle flange . . , . 
turret head to chuck for bar stock . . . . 


170 to 290') 6" 


Diameter of pilch circle of tool holes . 

number of tool holes . . 
Number X diameter of tool holes . . 


TURRET HEAD: 


7X30 

7X45 

2X50*) 


Number ol speeds (forward and reverse) . 

' it by change gears supplied a 
i ,anga (with 10 slaps) . 


standard equipment ol machine): 


_ leps) 

III range (with 10 steps) . r. p. n 

IV range (with 10 steps) p. n 

V range (with 10 steps) r. p, n 

VI range (with 10 steps) i. p. n 

VII range (with 10 steps) r. p. n 




45 lo 1000 
56 to 1250 
71 to 1600 


0.056 to 0.90 
, 0.0022" to 0.036" 
0.028 to 0.45 
, 0.0011" lo 0.018" 


Permissible number ol reversals (at 67j or 680 
Maximum power al lull utilization of machine . 


MAIN THREE-SPEED ELECTRIC MQTOR: 

m.) per hour 120 (at a uniform rale) 

r. p. m. 680 lo 2800 

kW 15.7 

DIMENSIONS AND WEIGHTS: 


Floor space (wilhoul stock feed attachment) mm 

Length of machine with stock feed attachment and stands tor guiding ol bar stock mm 

Height of centre-line of spindle above floor mm 

Weight of machine with standard equipment kg 

Weight ol railway packing kg 

Weight ol seaworthy packing kg 

Dimensions of seaworthy packing mn- 


3435X 1150 


3420 XI 240 X 1660 1 


l"X3'10" 


2r3" 

37" 


5730 lbs 


PLEASE STATE IN YOUR ORDER THE VOLTAGE AVAILABLE FOR THE ELECTRIC MOTORS! 

The machines are continuously being improved upon. The data given in this prospectus a re therefore not binding in detail. 
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is a universal machine which meets all the requirements of an up-to-date ma- 
chine tool designed to fully utilize high power cutting tools. Its design was 
based on the results of the most recent machining research, on experiences 
of designers and technicians engaged in production and on constant co- 
operation with the customers. If provided with the appropriate equipment 
it can be used to advantage both for bar and chuck work. 


OUTSTANDING FEATURES: A large number and wide range of speeds and feeds arranged in fine steps 
enables tools made of high speed steels and cutting alloys to be economically used for cutting the widest variety 
ot materials. 

Preselection of speeds and feeds considerably simplifies operation and cuts down idle, unproductive limes. 
Sequence of movements of joystick type control lever tor engaging the longitudinal and cross slide feed. 
Automatic disengaging of feeds of the slides as well as of the turret head by positive stops. 

Square tool post with automatic movement when control lever is released. 

Exceptionally easy maintenance and cleaning of turret head. 

Turret head controlled by star wheel for hand feed. 

Simple, convenient and rapid operation cuts down production times. Number of controls reduced to minimum. 


DESCRIPTION 

THE HEADSTOCK is a separate, totally enclosed rigid box. In order to obtain a constant low temperature 
of the headstock and thereby to ensure a permanent working accuracy of the machine the gear box is located 
in the left leg of the machine and completely separate from the headstock proper. This arrangement places the 
spindle as far as possible from sources of harmful vibrations and heat, the centre of gravity of the machine is low, 
so that the operation of the machine is quiet and noiseless even at the highest spindle speeds. 




THE SPINDLE has a very heavy cross section and is made of alloy steel, cemented, hardened and accurately 
ground. It is very rigid and its critical speeds are above the maximum operating speeds. Its front end runs in an 
adjustable double-row roller bearing, its rear end in two specially accurate radial bearings which take up the 
thrust. The play which oppears in the spindle bearing after a long period of operation can easily be eliminated. 
At its front end the spindle is provided with a flange and a taper for fitting a selt-centering or a quick action 
collet chuck. 


PRESELECTION OF SPINDLE SPEEDS. The high capacity of the machine and the use of cemented 
carbide tipped tools has reduced machining times. In order to reduce unproductive times the problem of changing 
spindle speeds was solved by preselecfion. The speed for the next operation may be preselected while cutting 
by simply turning the preselection knob on the headstock. The speed indicator has altogether 4 scales. The fixed 
dial carries the scale of spindle speeds in r. p. m., the scale of spindle speed numbers and the scale ot cutting 
speeds in metres per minute. The rotary dial carries the scale of machined diameters in millimetres. For a given 
selected speed and machined diameter the cutting speed in metres per minute can be read at a glance on the 
appropriate scale. On request the indicator may be supplied with diameters in inches and cutting speeds in teet 
per minute. The preselection can also be used inversely, when the machined diameter and the cutting speed are 
known. These two figures are set on the scales opposite each other which preselects the corresponding spindle 
speed. The spindle speed change proper is done by means of the lever arranged on the gear box. This lever 
also controls the two-directional multi-plate clutch and brake. The preselected spindle speed is changed by 
moving the lever out of its neutral position away from the machine. The following 18 speeds are available: 

28-35.5-45-56-71-90-112-140-180-224-280-355-450-560-710-900-1120-1400 r. p. m. 


OPERATION CHARTS. The desired speeds are only selecfed by the scales when the machine is being set up. 
During operation it is easier to remember only the speed and feed numbers and not to burden one's memory 
wiih the figures. For repetition work or for a larger batch of machined parts it is recommended to use tables known 
as operation charts. These tables are supplied with the machine together with a transparent case. They have to be 
filled in when the machine is first set up and filed for possible future use when the job is completed. The tables 
are filled in according to symbols by inserting speed and feed numbers. The operator only reads or memorizes 
simple numbers instead of involved r. p. m. and feed figures with several digits. 


THE DRIVE, The 11.56 HP ilange mounted driving 
motor is arranged on the outside of the left leg. 
The rotor of the electric motor is accurately dynamic- 
ally balanced and its shaft is directly coupled with 
the shaft of the two-directional multi-plate clutch. 
The motor is protected by a cover. 


THE GEAR BOX. The gear box drive is con- 
trolled by the two-directional multi-plate clutch and 
an efficient multi-plate brake. The high-speed gears 
of the gear box made of alloy steel are hardened 
and ground, the tooth flanks of the sliding gears 
are rounded off. In the course of the manufacturing 
process the gears are subjected to several inspec- 
tions carried out by means of the most modern 
measuring instruments. All the gear box shafts are 
running in anti-friction bearings. 



THE BED forms, together with the left and right legs, a single rigid structural unit having a wide cross section. 
The side walls are stiffened by diagonal U-shaped ribs so that the bed forms a rigid beam and a sturdy base for 
the machine, resisting all distorting influences and forces. The strong side walls prevent sagging, the reinforcing 
ribs twisting. The wide guideways are precision ground and their hardness of more than 200" Brinell carefully 
checked. The front and rear guideways between the headsfock and the saddle are protected by covers against 
abrasion and corrosion by chips and coolant respectively. The guideway covers between the saddle and the 
turret slide are attached to the saddle and pass through openings cast in the turret slide bed. This ensures 
an enduring accuracy of the guideways. Fine dust and chips are removed from the guideways by steel wipers. 


FEEDS. The feed drive is taken ofl the spindle through gears and is arranged in the front part of the gear box. 
The saddle apron is of simple design and the mechanism is readily accessible for inspection when the front cover is 
removed. The front side of the saddle apron carries the hand wheel for longitudinal feed, the preselection disc and 
the joystick type lever for engaging the feeds. The hand wheel is provided with a large dial lor easy reading of feeds. 


ENGAGEMENT OF FEEDS. The longitudinal and cross power feeds are engaged by a single joystick type 
lever. Its movement in four directions corresponds to the direction of the feed engaged. During any operation 
the rate of feed can be preselected and on completion of the operation the preselected feed engaged by de- 
pressing the lever at the right hand side of the saddle apron. Not only the preselection but also the engagement 
of the feed may be done while the machining is running. The following twelve rates of longitudinal feed are available: 

0.045-0.06-0.09-0.125-0.18-0.25-0.35-0.50-0.71-1-1.4-2 mm per revolution of spindle. 




THE SADDLE. The bridge type saddle on the wide ^ed ^ ,ll ^e^ully'' utilizTd'^^.r 

undesirable distortions, which enables the capacity ot the inachin 9 soindle 

when only the turret head is used tor machining, the saddle may be moved away under the spindle. 

THE SADDLE SLIDE has bearing surfaces accurately scraped to fit the ground guideways of the bed on 
which it can be locked by means of a lever. The saddle slide carries the gu, deway for the cross slide. 



THE CROSS SLIDE can be moved rapidly by hand, the rate of travel being 10 mrn (3 8 ) pe^ revoluticm of 
fh^hand whLl Apart from the hand travel it ^s provided with 12 power feeds which can be disengaged by 
stoDS in either direchon. A large dial with easily readable figures arranged near the cross slide crank permits pre- 
STurnlng tr^g^zen diameter. Any undesirable ploy ot the nut ot the cross slide screw can eashy be aken 
up by mean^ of a well accessible worm gear. The power feeds ot the cross slide are identical with the long 
tudinal power feeds. Easily movable numbered indicalors may be for moving the 

hand in the course of quantity production. The longitudinal and power feeds can be limited by a system of 6 
lonnltidina" and 4 transverse stops. The position of the stops is easily adjustable on shafts with a square thread 
and they are provided with contact pieces which fold back, which makes the stops universal in their application. 
The aufomatic^disengagement by means of positive stops operates both in the longitudinal and transverse dir 
tion with an accuracy ot 0.02 mm (0.0008”). 


THE FOUR-V/A 

special shapes to 1 


' TOOL BLOCK and 

e clamped firmly. 


with heavy bolts permits even bic 


THE TURRET CARRIAGE APRON is ot a design similar to that of the saddle apron and has also 12 
power feeds ranging kmm 0.045 to 2 mm (0.002” to 0.08”) per revolution of spindle and the feeds can be pre- 
Llected by means o -or v/heel and engaged independently of the feeds ot the saddle apron even while the 


THE TURRET CARRIAGE is c 

to the machirie bed by tv.'o clamps. 

the saddle slide to v^hich it cai 
guideways by a screw. 


rigid desian reinforced with ribs. The bed of the turret head can be secured 
( may be rnoved along the machine bed by means ot a hand wheel togerher 
be coupled by means ot a draw-rod. The turret slide can be secured to the 


THE HEXAGON TURRET HEAD is centered 
on an adjustable double-row roller bearing. The 
turret head is locked and stiffened automatically 
at the beginning of the forward stroke of the slide. 
The unlocking, releasing and indexing of the turret 
head occurs, also automatically, at fhe end of the 
return stroke. The locking of the turret head by a 
strong hardened and ground bolt engaging with an 
indexing disc of very large diameter ensures a high 
and permanent accuracy. The movement of the turret 
carriage is limited by positive stops against which 
it is moved by means of a hand wheel and star wheel 
(by using an indicator) with an accuracy of -- 0.02 mm 
or by the power feed with an accuracy of 0.1 mm 
(0.0039”). A special universal joint spanner is supplied 

for quick setting of fhe stop screws. The safety clutches 

of fhe longitudinal and cross feeds in the saddle and 
turret carriage aprons permit the following forces to 
be developed in the feeds: longitudinally 1200 to 
1 500 kg (2640 to 3300 lbs), transversely 800 to 1 1 00 kg 
(1760 to 2420 lbs). The clutch of fhe positive stop of 
the saddle is engaged by moving the feed control 
lever to its middle position, the clutch of the positive 
stop ot the turret carriage by pressing the arms of 
the star wheel toward the machine. The automatic 
rotation of the turret head can be disengaged. When 
working against positive stops accurate work can be 
produced by the turret head. The stop screws are 
easy to adjust. When the securing screw is loosened 
they can be quickly moved to the approximate 
desired position. Accurate adjustment is obtained 
by hand or by means of a crosshandle wrench. 
The stops rotate simultaneously with the turret. 



e. When any arm « fag 

m the 

fhe star wheel the i i u 

advanced toward the work. The turret head may be equipped for bar 
jmer. Play in the guideways of the turret slides can be taken up by means 


The control of the turret is centri 
for hand travel ot the turret cc 
of the star wheel is moved awa 
power feed of the turret head 
power feed is disengaged by 
the clutch of the positive stop 
engaged automatically. By tun 
turret head is withdrawn frorr 
chuck work as required by the 
tapered gibs and screws. 


COOLING The coolinq system on which depends, in a large measure, the quality of the machined sui-^ace 
nnd?hp lifp of the cuttinq^edL of the tool fulfils all the requirements of a perfect distribution of the coolant. The 
and the ife of cutting edge oi underneath the chip pan, from which it is separated so 

STcarL'^fetr^ed la's^ The coolant pump is arranged on the tank. The coolant is distributed through two 




sir-di^r j'. h^'Jowo'iThl S££br 

LtcMoNtTat' Ouf^pX ojtoor9%°ip£nl comprise 

;£Sp:L't“aS?:;;rr^ 

againrSl circuih by (wes The conlrol ^ P™«'^ t^tairdCo^'el^Ibc'lX' Provided wilh°iSl 

S;reoro,' S :r»n'brod°e' flJ .=)>'. .he .o. conveeien. hg^hns o. 'b- -kIng .poc. Th. whole ^ 

fhe^rctee^JlTr l^p^^ep.VSeT.c^^polp^intj^i^or; o dd.e.n, sy^.e. 
of electric power. The customer merely has to connect the machine to the mams. 

OPERATION OF THE MACHINE. All the controls of the machine are conveniently arranged 
^mberls relced to a minimum. The operation of the machine by preselection of speeds and ^ 

its simplicity This also results in considerable savings in time during setting up, and reduction ot '®‘'® ^ 

smooth finish ot the sliding surfaces of all the moving parts contributes to an easy ^ with 

of operation. A detailed instruction book with illustrations, a wiring diagram, description, etc. y 

each machine. When completed every machine is subject to a test for manufacturing and working 
(according to the methods ot Professor Dr. G. Schlesinger). The results of these tests are entered in a te 
which is supplied with the machine. 


STANDARD EQUIPMENT (supplied without special order and included in the price of the machine). 
1 transparent case and 20 operation charts, ^ 

18 indicators with tigures, set ot spanners (2 box spanners, 2 C-spanners, 3 double ended spanners, 1 universa 

joint spanner), 


1 


1 screw driver, 

1 grease gun, 

1 handle, 

1 square turret head. 

Slops for carriage and cross slide, 

1 rear shield against splashing coolant, 
1 operator's instruction booklet. 


SPECIAL EQUIPMENT: 220 Volt electric equipment (including 
lighting) without motors. 

7.5 kW (11.5 HP) squirrel cage electric motor. 

CRN 3 electric motor driven coolant pump with 0.125 kW (0.17 HP) 
electric motor, 2800 r. p. m. 

Coolant piping with fittings, without electric motor driven coolant pump. 
RP 101 Taper turning and copying attachment with follower roller 
mounted on RP 102 pin and RP 103 copying tracer. 


The RP 101 taper turning and copying attachment is designed for working according to a ruler, i. e. tor turning 
tapers up to 300 mm (12”) long with angles up to 20", or according to a template, i. e. tor turning shapes also 
up to 300 mm (12”) long and up to 35 mm (H'") deep. Accordingly either the roller is used mounted on the 
RP 102 pin or the RP 103 copying tracer. The attachment is engaged and disengaged by means of a lever. 


threads can be cut on the type R5 capstan lathe. The method ot 
operation is fundamentally the same as, but simpler than on a 
conventional lathe the lead screw and nut of which are replaced 
by an exchangeable leader and follower. The leader is clamped 
to the feed shaft and the follower is attached to a fitting at the 
left hand side ot the saddle apron. The follower is brought into or 
out of engagement with the leader by means ot a lever arranged 
at the left hand side ot the saddle apron. The follower cannot 
be engaged when the power teed is engaged and vice versa. 
The screwcutting attachment enables threads to be' cut close up 
to a shoulder by using the automatic disengaging mechanism. 
The pitch of the thread is given by the leader and follower. With 
one leader and follower threads with only one pitch can be cut. 
RP 112 Screwcutting-leaders, RP 113 screwcutting followers. 

2 sets of screwcutting leaders and followers are supplied tor 
the cutting of the most common metric and Whitworth threads. 
Leaders and followers are normally manufactured tor cutting 
threads with the following pitches: 

1 1.25 1.5 1.75 2 2.5 3 3.5 4 4.5 5 5.5 6 and 7 mm 
and Whitworth threads with 19 - 18 - 16 - 14 - 12 - 1 1-10-9-8-7-6-5-4 - 
and 4 threads per inch. 

i RP 112 leaders and RP 113 followers are marked with the pitch 
I of the thread they are made to cut. Leaders and followers tor 

I cutting left hand threads are supplied to special order. When 

I ordering please specify the quantity, whether or right hand 
: or left hand, metric or Whitworth thread and the pitch or 

number of threads per inch. Examples of order specifications: 

1 RP 112/113.10 R stands tor 1 leader and 1 follower tor 
cutting right hand metric threads with a pitch ot 10 mm. 

2 RP 112.10 WL stands tor 2 leaders tor cutting left hand 
Whitworth threads with 10 threads per inch. 

1 RP 113.4.5 R stands tor 1 follower for cutting right hand 
metric threads with a pitch of 4.5 mni' 



2 RP 113 . 4'/2 WL stands for 2 followers for cuffing leff hand Whitworth threads with 4^2 threads per inch. 

1 RP 112 screwcutting leader and 1 RP 113 follower for cutting right hand metric threads with a pitch of 2 mm are 
supplied as standard equipment of the attachment. This follower and leader are included in the price of the 
attachment. 

RP 121 automatic stock feed mechanism with safety tube push bar and feeding head. This is an essential supple- 
mentary item for bar work. We supply the machine with this mechanism if required by the customer. The rear 
feeding head is arranged to swivel in order to facilitate the insertion of the bar stock also from the front of the 
machine. The feeding head sliding on guide bars is pulled into the spindle with the bar stock either automatically 
by a weight or by means of a star wheel. When the feeding head reaches its extreme position (near the spindle) 
it is returned to the initial position by turning the star wheel backward. For the forward movement toward the 
spindle the screws holding the material are clamped by hand, for the return movement they are released. For 
bars with a smaller diameter than 24 mm (1”) and for more reliable feeding a tube is fixed in the feeding head 
provided with a pin which presses against the end ot the bar during the feeding movement. The bar can be ted 
through the spindle to the chuck by means of the push bar until it is used up completely. The following items 
are supplied with the automatic stock feed mechanism; A safety cover of fhe feed mechanism, a rough finished 
flange for mounting a 190 or 240 mm ( 7 ' 2 '' or 9^2") dia self-centering chuck, a RP 132 three- or four-jaw, 
190 or 240 mm (7''^'' or 9'^2") dia self-centering chuck and a chuck guard for the prevention of splashing 
of the coolant. 

RP 141 quick-acting collet chuck. This is a further essential supplementary item for bar work. The collets for 
the chuck are exchanged to suit the shape and diameter of fhe stock. They are supplied for all standard sizes of 
only bright drawn round, hexagonal and square stock. The exchange of the collets in the chuck is very simple and 
quick. The accurate gripping diameter ot the chuck can eas ly be adjusted by means of a nut at the front of the chuck. 


The following collets ore supplied for mo 

chining inch siz 

e slock: 


Designation 

For stock 



in. dia. 

RP 142 

round ^ 


S T| 

1 1's 1'n 1-s 1'- 1h. 1-, C/s 2 

RP 143 

hexagonal ’’.'Ki ‘'is 



1 IT. Cc 

RP 144 

squore ^ -s ^ 



^,s 1,..C.C/s 


Other collets for sizes not mentioned above can only be 
supplied to special order. The collets are made of high grade 
steel, carefully hardened and precision ground. A single grip- 
ping is used for the grinding operation, by which a high pre- 
cision is achieved and possible distortions caused by hardening 
are eliminated. Three-split collets are used tor round and hexa- 
gonal stock, tour-split ones for square stock. Please specify 
the quantity, RP designation and diameter in your order, 
for instance: 

3 RP 142.20 stands for 3 collets for 20 mm dia round stock. 



2 RP 143.1'-t stands for 2 collets for 1 ' i" hexagonal stock. 


Sfandard Collets 


Designation 

For stock 



mnr dia 


RP 142 

round 

10 

,2 14 1. 1 

8 20 22 25 27 30 

35 40 45 50 

RP 143 

hexagonal 

8 

9 11 14 1 

7 22 27 32 

36 41 

RP 144 

square 

10 

15 

20 25 30 

35 





One RP 142.50 collet, 
which is included in the 
price of the chuck is sup- 
plied as standard equip- 
ment. 


Collets of the older type 
RS 50 machine can be 
used with the type R 5 
capstan lathe. 




For equipment tor bar and chuck work and for 
special equipment for various jobs please refer 
to the special catalogue; 

"Equipment for Type R5 Capsfan Lathe 
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I M E N SI O N S : 

:entres over bed 




m 



HIGH SPEED CENTER LATHES 

TYPES 


are machines intended for very heavy turning work. Both are designed on the same basic lines. They are 
marked by a high range of spindle speeds and feeds arranged in fine steps and can therefore be used to 
advantage for work with sintered carbide tipped tools as well as for work with wide tools and tools of special 
shape made of tool steel or high speed steel. 

THEIR OUTSTANDING FEATURES ARE: 

9 High power main drive motor 
9 High spindle speeds with a wide range (1 : 200) 

9 Large number of feed rates arranged in fine steps 
9 High rigidity of design 

0 Easy and quick control of machine from operator’s post 
0 Screwcutting on entire turning length 

0 High-grade material and workmanship of statically and dynamically stressed parts 




DESCRIPTION: 


THE DRIVE. The machine is driven by a three-phase squirrel cage 
for the shortest starting period, forward and reverse, and equipped w 
magnetically controlled brake for quick stopping of the drive. The motor : 
on the headstock and on the individual carriages. The inching of the 
spindle is controlled by a push-button on the headstock. When it is 
operated the brake is simultaneously released. 

THE BED is wide and reinforced with ribs. It has large passages for 
the chips which arc guided into baskets in a channel under the machine. 

Due to this arrangement the work on the machine need not be stopped 
to remove the chips. The bed has 3 flat guideways permitting the car- 
riages to move freely past the steadies and tailstock over their entire 
length of travel. 

THE HEADSTOCK. The power is transmitted from the electric motor 
through the starting clutch and sliding gears directly to the sturdy 
cast steel face plate with a gear rim. The face plate is pressed on to 
the end of the spindle. The gears are made of special steel and have 
hardened and, wherever necessary, ground teeth. All layshafts run in 
anti-friction bearings. 

THE SPINDLE. The two radial bearings of the spindle have divided 
cylindrical bearing shells. The thrust in either direction is taken up by 
anti-friction bearings. No gears are keyed to the spindle so that its 
movement is absolutely smooth. 

THE CARRIAGES are provided with their own feed boxes and motors for rapid traverse. The longi- 
tudinal and cross feeds are engaged by multi-plate clutches which, at the same time, act as safety clutches 
so that the feeds may be changed at will, even while the tool is in the cut. When the power feed is dis- 
engaged, which is done by a single lever, the various movements can immediately be operated by hand. 



motor through a starting clutch set 
ith an automatic, adjustable, eleciro- 
is controlled by push-buttons arranged 



Carriage of Type S21CK)D3 Lathe 



The rapid traverse may he engaged in cither direction even while the working feed is engaged. 
Each carriage can be equipped for screw-cutting on the entire turning length. The carriage is 
guided on the front guideway and on one half of the centre guideway and clears the steadies 
as well as the tailstock. 


THE TAILSTOCK is provideji with a motor for the rapid 
movement on the bed and a motor for the movement of the 
tailstock sleeve. The fine movement of the sleeve is operated 
by hand. The hand and power movement of the tailstock 
sleeve arc mutually independent. 

The standard sleeve can be replaced by a sleeve with a live 
center which is available as special equipment. 






THE STEADIES are of the two-part type, enclosed. The 
steady for the maximum diameter has five jaws, the one for 
smaller diameters 4 jaws. The jaws are either fitted with 
sliding shoes or with rollers. The rollers run in large anti- 
friction bearings and their surface has a glass-like hardness. 


SCREWCUTTING. Metric and Whitworth threads with cur- 
rent pitches can be cut on the machine on the entire turning 
length. The screwcutting is done by a lead screw with an 
independent drive. The pitch of the thread is set by means 
of change gears. For very coarse threads up to a pitch of 
400 mm or 16" the machine is provided with a speed raising 
gear with an 8 ; 1 ratio. 



Tailstock of Type S 2100 D3 Lathe 


THE TAPER TURNING ATTACHMENT is supplied for the machine as special equipment and 
permits tapers to be turned on the entire length between centers. The taper is set by means 
ol change gears the ratio of which links the rate of the longitudinal carriage feed with the 
rate of the longitudinal feed of the swivelled top slide. The top slide is accurately set by means 


of a template. 







A 

B 

c 

D 

E 

F 

G 
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S 1600 D 3 

5405 

800 

680 

600 

300 

800 

1200 

1215 

1850 

S 2100 D 3 

5700 

1050 

680 

1000 

300 

1000 

1700 

1335 

1920 
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LUBRICATION. The headstock and carriage are centrally lubricated. An oil strainer access- 
ible from outside and a lubrication guard with a light signal equipment are fitted into the 
lubrication circuit of the headstock. When the headstock lubrication does not operate a red 
light burns and the main motor cannot be started. When the lubrication fails in the course 
of operation the main motor stops automatically. 

CONTROL. The machine is remote-controlled by push-buttons and can be controlled from 
the headstock as well as from the individual carriages. The clearly laid out hand wheels for 
the changing of spindle speeds and levers, arranged directly on the individual carriages, for 
the changing of rates of feed contribute to the easy, convenient and simple operation of the 
machine. 


STANDARD EQUIPMENT 

1 face plate 1580 mm (5'2") diameter with 
4 jaws, pressed on to spindle 
(for Type S 1600 D3) 

1 face plate 2000 mm (6'6") diameter with 
4 jaws, pressed on to spindle 
(for Type S 2100 D3) 

1 fixed steady 800 mm (27") diameter 
(for Type S 1600 D3) 

1 fixed steady 1000 mm (3'3'') diameter 
(for Type S 2100 D3) 

1 set of change gears for screwcutting 
1 gear-type oil pump 
1 lamination type oil strainer 
1 set of spanners, cranks, operating plates and 
tables, operator’s instruction booklet 


ELECTRICAL EQUIPMENT 

1 main motor with starting clutch 
1 motor for rapid traverse of carriage on bed 
1 motor for rapid movement of tailstock on bed 
1 motor for rapid movement of tailstock sleeve 
1 motor for drive of lubricating pump 
1 contactor box with appropriate contactors 
and protective equipment 
1 lubrication guard with signal lights 
1 ammeter 
1 tachometer 

push-buttons for remote control of motors 
on headstock, carriage slide and tailstock 
1 spot light with plug 


SPECIAL EQUIPMENT 

Type 

Additional carriage with complete electrical 

equipment, approx 

A second carriage can be fitted to machines with 
a length between centers of 8000 mm (26'3") 
or more ^ 

Additional fixed steady 800 mm(27")dia. approx. 
Additional fixed steady 1000 mm(6'6")dia, approx. 
Fixed steady 600 mm (I'll") dia. approx. 
Attachment for turning tapers on entire turning 
length (up to maximum length of 7500 mm or 
(24'7") with change gears for 1 ; 50 and more 

slender tapers, approx 

Tailstock sleeve with live center fitted, approx. . 


S 1600 D3 S 2100 D3 

kg 4550 (10030 lbs) kg 5400 (11900 lbs) 


kg 1575 (3470 lbs) 

kg 2200 (4850 lbs) 
kg 1350 (2980 lbs) 


kg 10 (22 lbs) 
kg 365 (805 lbs) 


Specification 


over carriage 

Height of centers above bed 

Distance, center to center 

Maximiun weight of workpiece between centers 

(without steadies) 

Maximum torque on face plate 

HEADSTOCK 

Spindle speeds arranged in 24 steps .... 

Taper in front end of spindle 

Diameter of spindle in front bearing .... 

Diameter of face plate 

CARRIAGE 

32 longitudinal feeds arranged in 2 ranges; 

1st range — 16 feeds at all spindle speeds . 

2nd range — 16 feeds at lower spindle speeds . 

32 cross feeds 

Rapid traverse 

SCREWCUTTING BY MEANS OF CHANGE GEARS 

Pitch of leadscrew 

36 metric threads, pitch 

35 Whitworth threads 

Steep threads, pitch 

Number of change gears 

TAILSTOCK 

Diameter of tailstock sleeve 

Taper in tailstock sleeve 

Rapid movement on bed 

Rapid movement of tailstock siccvo .... 
FIXED STEADY 

Maximum clear diameter 

DRIVE 
Main motor: 

Motor for rapid traverse of carriage: 

output 

Motor for rapid movement of tailstock on bed: 
output 

Motor for rapid movement of tailstock sleeve: 


1050 3' 5" 


WEIGHTS AND DIMENSIONS 

Weight of machine with one complete carriage and standard < 
for 6000 mm (19' 8") between centres, approx. 

1 (26' 3") between centres, approx. 

1 (32' 9") between centres, approx. 

1 (39' 4") between centres, approx. 


for 8000 
for 10000 
for 12000 
Distance, cer 
Overall length of machine 

for 6000 mm (19' 8") between centres, approx, 
for 8000 mm (26' 3") between centres, approx, 
for 10000 mm (32' 9") between centres, approx, 
lor 12000 mm (39' 4") between centres, approx, 
for leCKX) mm (52' 6") between centres, approx. 


98100 lbs 
106900 lbs 
115800 lbs 
124600 lbs 


15400 

17400 

21400 


48500 106900 lbs 
53000 116900 lbs 
67500 126800 lbs 
62000 136700 lbs 


11800 

15800 

17800 

21800 


PLEASE STATE IN YOUR ORDER THE VOLTAGE AVAILABLE FOR THE ELECTRIC MOTORS! 

The machines are continuously being improved upon. The data given in this prospectus are therefore not 
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Printed in Czechoslovakia 



SPECIFICATION: 


ra»fil 



Swing over bed 
Dist. between centres 
(with taper bar) 

Swing over carriage 
Spindle bore 

Taper in spindle met 

Taper of centres 
Spindle nose 

Max. swing with steady rest 
Max. swing with follow rest 
Width of bed 
Diameter of face plate 
Diameter of catch plate 
Diameter of jaw-chuck 
Section of 4-way tool post: 

0 internal 
0 external 

Maximum section of tool 
Stroke of tailstock centre sleeve 
Maximum weight of workpiece 
Spindle speeds: 

21 rates ranging from 
Range of longitudinal feeds i 

Range of cross feeds 

Threads: Metric 

Whitworth 

Module 

Diametral Pitch 
Speed of main drive motor 
Speed of coolant pump motor 
Output of main drive motor 
Output of coolant pump motor 
For distance between centres 
Floor space required 
Weight of machine: 
with standard equipment 
with domestic packing 
with seaworthy packing 
Contents boxed 

As improvements in design a 
in detail, and dimensions an 


14-2800 

0.02-5.6 

0.01-2.8 

1/5-140 

0.25-70 

1-224 

2800 

2800 

8 

0.17 


1700 

1800 

2050 


1750 

1850 

2100 


-e continually being made, this specification is m 
subject to alteration without notice. 


15" 


13V/' 
8'//- 
1 ■'■//' 


50 

3 

M68 



6'// 


0 3'Vm" 

0 ^ 5 " 

4V/' 

660 lbs 

14-2800 

4.5-1270 

9-2540 


1/5-140 

0.25-70 

1-224 

2800 


0.17 

50" 

119" 


lbs 4100 
lbs 4300 
lbs 4850 
cu.ft. 195 


1250 

3020 

2600 
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THE SPINDLE is mounted in accurately adjustable plain bearings. The sliding surfaces of the spindle are tho- 
roughly ground and lapped. Thrust in both directions is taken up by axial ball bearings. The lower spindle speeds 
are derived from a back gear shaft and transmitted through gears. At the higher speeds the back gear shaft is 
disengaged. The headstock pulley runs on roller bearings which eliminate the bending traction effect of the belt as 
well as vibrations. Thus an absolutely smooth and quiet running of the spindle is ensured. 

THE SPINDLE SPEED RANGE of 14— 2800 R. p. M. in 21 rates permits economical machining of all classes of 
material from light metals to alloy steels of the highest tensile strength. The spindle speed change is effected by 
a handwheel with the aid of a splined drum for shifting the gears inside the transmission box. For spindle speeds up 
to 355 R. p. M. the spindle drive is transmitted through a back gear shaft. The 8 HP motor is mounted directly 
on the gear box. Changing of the spindle rotation and braking of the spindle is accomplished by reversing the motor. 
Oiling and cooling of the spindle bearings is effected by the circulation system. The oil is supplied by the electric 
pump located in the left-hand cabinet leg. 

THE QUICK CHANGE GEAR BOX embodies all gears for feeds from 0.02 to 5.6 mm per spindle revolution, and 
for cutting all commonly used metric, Whitworth, module and diametral pitch threads. Threads and feeds are 
changed by shifting levers according to the values on the operating plate attached to the front of the gear box. 





BED. Chips drop through the gaps 
tween the ribs and are collected in a 
pan. The coolant tank with filters i 
cated underneath the chip pan. 


Scheme of machine dri 


THE APRON BOX is equipped with a 
clutch for disengaging against positive stop 
both in longitudinal and cross turning ope- 
rations. This clutch serves also for protect- 
ing the feed mechanism from overload. 
On the apron box are located the control 
levers for starting, braking and reversing 
the motor, for controlling the clasp nut, 
the longitudinal and cross feed, and the 
single-tooth clutch which is provided for 
reversing the direction of feed sand threads. 
There is also a hand wheel for disengaging 
the automatic clutch by hand, a wheel for 
adjusting the releasing power of the auto- 
matic clutch and a wheel for the hand lon- 
gitudinal feed. 


SADDLE AND CARRIAGE. The longi- 
tudinal slide travels in V-guides. The upper 
surface of the cross slide is provided with 
T-slots for clamping fixtures and applian- 
ces. The tool slide is fitted with an eccentric 
attachment for the rapid withdrawal of 
the tool from the cut in threading. 




1. Handwheel for spindle speed change. 

2. Spindle speed scale. 

3. Lever of quick-change gearbox. 

4. Handwheel of quick-change gearbox for mesh ratios 
of1:1.1:2,1:4.1:8. 

5. Handwheel for changing threads and feeds. 

6. Headstock lever for coarse and standard threads. 

7. Stops of longitudinal slide. 

8. Headstock lever for direct drive or for back gears 


9. Handwheel for longitudinal feed of slide. 

10. Screw of indexing ring. 

11. Handle for pulling out the handwheel for manual 
travel of slide. 

12. Handle for disengaging the automatic clutch by 
hand. 

13. Handle for cross feed. 

14. Ring with dial. 

15. Lever of the eccentric for the rapid withdrawal of 
the tool from the cut. 


16. Turret control lever. 

17. Handle for engaging the automatic feeds. 

18. Ring with dial. 

19. Handwheel for cross slide feed. 

20. Handwheel for adjusting the automatic clutch. 

21. Locking lever of longitudinal slide. 

22. Control lever of clasp nut. 

23. Lever for reversing the direction of threads 
and feeds. 

24. Locking lever of tailstock centre sleeve. 


25. Leverfor starting and braking the main drive motor 

26. Screws for cross adjustment of tailstock. 

27. Handwheel for feeding the tailstock centre sleeve 

28. Master switch. 

29. Pilot bulb of the master switch. 

30. Coolant pump switch. 

31. Spot light switch. 

32. Pilot bulb of the cooling attachment. 



THE TAILSTOCK is cross adjustable for taper turning. The tailstock centre sleeve is hardened and ground and 
Jtted w^h a scde in Ammeters as well as with an indexing ring for very fine adjustment. It may be secured m the 
required position by tightening a hand lever. 

THE COOLING ATTACHMENT of o c.ntrifugol decric pump. moTukl 

piping for the coolant is attached 
to the carriage so that the cool- 
ant flow follows the path of the 


STANDARD EQUIPMENT: Electric motor with electrical 
equipment and belts, cooling attachment with pump and 
piping, catch plate, face plate, steady and follow rest, 2 cen- 
tres to fit Morse taper No 3, reducing sleeve, tool-holder, 

2 stops for the longitudinal and 2 stops for the cross feed, 
back plate for the universal chuck, set of spanners and ope- 
rating instruction booklet. 

OPTIONAL EQUIPMENT: Universal chuck dia. 165 mm, 
4-way toolpost, toolpost with adjustable tool-holders, taper 
turning attachment, thread indicator, 1 micrometer stop for 
the longitudinal and 2 for the cross feed, collet chuck attach- 
ment, collets in diameters of 2—25 mm, master chuck for 
the stepped oversize collet chuck for outside clamping with 
5 collets dia. 20—64 mm, master chuck for stepped oversize 
collet chuck for inside clamping with 5 collets dia. 35—80 mm, 
angle bracket, rear tool-rest, electric spot light. 

For Hydraulic Copying Attachment Model KZ 15 see special 
catalogue. 
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SrROJEXPORT ; 


CENTRE LATHE MODEL 


SZ8 


High Duty Machine for a wide variety of precisiot, work, designed and buiit to take fuil advantage of carbide-tipped 
tools. 

An outstanding feature of this machine is the wide spindle speed and feed range. 

H ADSTOCK TO increase the rigidity of the machine, 

K°o"n^e singli casting in form of a column to which the bed ,s <i a ged 


built as one single casting m luim ° - . . n tho 

THE WORK SPINDLE is driven by an -'-‘be motor through the gearbox wi.hou.^a bel.^.ransm,ss,on._^For rev^^^^^^^ 
spindle rotation a double-acting by change gears. The spindle is running in adjustable sleeve 

gl^irngl^ir. g"i’Ssr"b’ea?in"g?an^STht TpS Trl iuSe^d^bVa ge^ar lump iocate'Ji in the lower part of the headstock 
unit. . . .. , A 


change gears is sufficient. lonoitudinal 


^H^rPR^ON 'is'arar^ged for automatic feed release when operating against the positive stop both in the longitudinal 
In"^ c^r^Hrection. Lubrication by an individual plunger 


T^: rR^rr a -pw; .ool b,ock which may be ,ocked m any desired position 

The play in the carriage clasp nuts is adjustable to eliminate backlash 


The olav in the carriage ciasp nuis is aujuaiai.^is= 

THE BED with the headstock Sroup rear cabine^ leg and base form a ngid frame^ Both ca^ 

The play in the front guide is adjusted by f J'-P®^® jf. „„ Is fi„ed beneath the bed for keeping in tools and 

e^VmenL !Ll^ooTanf"an^"irho"sed ■ms1de1ha^igh^hand cabinet leg on which an individually-driven coolant pump can 

K^n^p^ndlf 4-wa'y1oorblo?k?2 

hon box for '^tools ' and Equipment, operating plates, operating instructions. 


/A 

TD% 





Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 




Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 



Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 








STROJEXPD/iT PRAHA . CZECHOSLOVAKIA 









The maclilnw are Intel 
on heavy machine toe 
machines correspond i 
demands of production, 
easy operation and rell 


r 
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THE TOOL ARMS. Two tool arms slide 
along the cross rail. They are provided with 
swivelling parts in which the rams are 
guided, which have a square cross section 
and into the tapered holes of which the 
multiple tool blocks are inserted. The rams 
are prismatic and rest on flat guiding sur- 
faces in the direction of the main thrust. 
The great height and width of the tool arm 
slide ensure that it is guided smoothly even 
though the ram may have been moved 
forward considerably. The two tool arms 
are mutually entirely independent. They 
are moved horizontally by a screw, verti- 
cally by a pinion and rack. Both tool arms 
may be moved inward as far as the centre 
of the clamping plate. The ram is balanced 
by a counterweight. Its swivelling part may 
be swivelled by means of a worm and 
worm gear and secured in any position. At 
the end of the cross rail a separate feed 
box is provided for each tool arm with a 
motor for rapid travel. Hand wheels for 
fine horizontal and vertical travel are fitted 
on the tool arms. The hand travels are 
driven through differential gears and are 
therefore independent of the power feeds. 
During power feed or rapid travel tlie hand 
wheels remain at rest but the movement 
may be speeded up or slowed down by 
means of them. Also fitted on the tool arms 
are push buttons for starting and stop- 
ping the feeds and rapid travels. Push 
buttons are also provided on the control 
desk for remote control of the tool arms. 
All automatic movements of the tool arms 
are stopped in their extreme positions auto- 
matically by means of limit switches. Limit 
switches are also provided to prevent the 
tool arms from hitting each other. 



SECURING OP CROSS RAIL IN POSITION 


Disc gauges are fitted on the tool arms for a coarse setting of the tool for diameters and heights. The scales 
of the gauges are adjustable and permit the tool to be set as required for height and diameter in relation to 
the original position. 


LUBRICATION. The electric motor driven oil pump draws oil from an independent oil tank through an 
electric lubrication guard and oil cleaner and supplies it to the guideways. The quantity of oil and the 
pressure, which is checked by a pressure gauge, may be adjusted by means of a pressure relief valve. The oil 
temperature in the guideways is checked by 4 built-in thermometers. When the oil temperature in the guide- 
ways reaches a predetermined figure a horn is sounded and a red light switched on on the control desk. The 
horn can only be switched off by means of the main switch. Another electric motor driven oil pump with 
lubrication guard and oil cleaner lubricates the gear box. The anti-friction bearings of the clamping plate 
have their own lubrication. 


THE PLATFORMS. To facilitate operation two platforms a 
which slide in and out for easier insertion of the workpiece. 


arranged on the machine th 


SPECIAL EQUIPMENT 

THE SIDE ARM is guided on the right hand stand and may be lowered as far as the level of 
the clamping plate. It has its own feed box with an electric motor for rapid travel. The horizon- 
tal and vertical movements are driven by pinions and racks. The arm is balanced by a counter- 
weight. Rotating scale.s .similar to those on the cross rail tool arms are arranged on the side arm 
for a coarse setting of the tool for diameter and height. The arm is protected against hitting the 
cross rail and also against travel beyond its extreme bottom position by means of limit switches. 
Limit switches are also provided in the extreme positions of the ram. 

THE TAPER TURNING ATTACHMENT for turning tapers by means of change gears is available 
for the right hand stand. It serves for turning inner and outer tapers with angles of 90« to 176« 
arranged in 2'> increments without swivelling the ram. In conjunction with the swivel of the ram 
any taper from 0 to 176° can be turned. 

THE SCREWCUTTING ATTACHMENT for cutting threads by means of change gears is 
available for the right hand stand and serves for cutting metric threads with pitches from 1 to 

Since the majority of parts for taper turning and screw cutting by means of change gears are 
identical the two attachments are combined in a common design. 

When the taper turning attachment is fitted to the feed box of the side arm outer tapers can be 
turned by means of it with angles of 4° to 900 arranged in 2° increments. 
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NEW CENTRE LATHES TYPE 


These machines are manufactured in two designs: 

THE TYPE SU 63 UNIVERSAL CENTRE LATHE is intended for accurate machining 
operations using one or more tools and is particularly suitable for the single part production of non- 
uniform parts. It is equipped for the cutting of all kinds of threads in a wide range of pitches. The 
threads can be rough cut by means of the carriage feed driven off a rack and pinion. This saves the 
leadscrew which is only used for the accurate finishing of threads. The attachments and instruments 
supplied as special equipment make this machine universal and increase its range of application to all 
turning operations. 

THE TYPE SS 63 PRODUCTION CENTRE LATHE is Intended for slngl. purpose 

r LlunuiZr'Th T“' '>>' ” ""3* of ottochnreL suppled 

as special equipment. Threads can also be cut on the machine within certain limits 

Both designs are marked by a wide range of spindle speeds, a high capacity and high precision and 
cuuing'spredT." ° ^^ 30 tL rake at high 




DESCRIPTION 


THE HEADSTOCK is formed by a rigid, completely enclosed box which reduces vibrations 
to a minimum even at maximum load of the machine. 

The main spindle is driven by a two-speed pole-changing A. C. squirrel cage induction motor through 
a twelve-step gear box with three pairs of change gears giving five different ranges of basic speeds of 
the main spindle. 

Precision machining is ensured by the sturdy system of bearings of the main spindle comprising ad- 
justable double-row anti-friction bearings and by the dynamic balance of rotating parts. 

The direction of rotation of the spindle is reversed by reversing the main drive motor. This applies to 
normal turning as well as to screwcutting. 

Two multi-plate clutches in the gear box serve for engaging and disengaging the gears and are con- 
trolled by a hydraulic cylinder acting through the centre of the hollow shaft. 

Two efficient shoe brakes are provided for quickly stopping the main spindle and for quickly changing 
its speeds. One of them acts upon the lower countershaft near the main motor, the other directly 
upon the main spindle. 

The front end of the spindle is provided with an ISA taper. It affords an easy exchange of chucks and 
prevents them from working themselves loose when reversing the spindle rotation. 



THREADING BOX. The type SU 63 universal lathes are equipped with a large threading box 
designed for the cutting of metric, Whitworth, module, diametral pitch and circular pit^h threads 
m a wide range. Each kind of thread is covered by a single setting of change gears. The screwcutting 
box is sealed oil-tight and has no slot for the tumbler lever. 

The type SS 63 production lathes ho.e only o small screwcutting box and no lead screw. Threads can 
only be cut in a limited range with pitches corresponding to the feeds. 

THE CARRIAGE moves on the wide bed-ways. The longitudinal and cross feeds are effected by 
hand as well as by power. The tool slide is provided with a four-way tool block 

n m disengaging boxei with an accuracy of 

0.01 mm (0.0004 ) which eliminate difficulties in keeping lengths within specified limits. The disengaging 
boxes control the disengagement of the apron box and disengage without shocks because the positive 
stops work w.th low pressures. They enable any one of the 12 stops of the longitudinal or cross feed 
CO be set quickly so that their use considerably increases the output of the lathe and it pays to adjust 
:hem even for a small number of pieces. 


LUBRICATION. All rotating parts are oil lubricated from the drain piping of the hydraulic 
(plunger) pump. The guide surfaces of the bed and cross slide rest are lubricated by means of a hand 
distributor filled by the apron box pump. 

The apron box is lubricated by its own eccentric driven plunger pump. 

Self-lubricated sliding bearings made of sintered powder metal are used in all inaccessible places. 

THE COOLING EQUIPMENT consists of a 120 litre (26 Imp. gallon) coolant tank, a cen- 
trifugal pump with independent electric motor drive and adjustable piping for distribution to the 
cutting points. 

ELECTRICAL EQUIPMENT. The electrical equipment of the whole machine, consisting 
of remote controlled contactors with thermal overload protection and an ammeter, is fitted in a self- 
contained cabinet erected at a suitable place and separate from the machine 
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STANDARD EQUIPMENT 


Flectricdl equipment inciuding 2 electric mo- 
tors — Hydraulic equipment for the control 
of clutches and brakes — Chip pan — Driver 
plate — Reducing sleeve for main spindle — 
2 dead centres (Morse 5 and Morse 6) — 13 
change gears for screwcutting (for type SU 
63) — 6 change gears for spindle speeds (for 
type SU 63) — 2 change gears for screw- 
cutting (for type SS 63) — 6 change gears for 
spindle speeds (for type SS 63) — Support of 
lead screw and longitudinal rods (for distance 
between centres of 2750 mm (108") upward) 
— Positive stop — Wheel puller for change 
gears — Fourway tool block — Screen type 
oil cleaner — Set of spanners — Operating 
tables (on machine) — Operating instruction 
booklet. 


SPECIAL EQUIPMENT 


Cooling system including electrical equipment - 3 - or 
4 - jaw chuck with 320 mm dia. back plate — 4 - jaw face 
plate — Steady rest, small — Steady rest, large — Fol- 
low rest - Hand travel of tailstock - Rapid traverse 
including electrical equipment — Thread indicator (for 
type SU only) — Lever-operated movement of tailstock 
centre sleeve — Pressure operated movement of tail- 
stock centre sleeve — Hydraulic copying attachment — 
Mechanical taper turning attachment — Pneumatic 
chuck - Disengaging box of longitudinal feed - Dis- 
engaging box of cross feed - Rear tool post with fixed 
head — Rear tool post with revolving head — Chamfer- 
ing head — Folding boring head — Live centre — 
Lighting equipment. 


Amm 1250 
Bmm 3742 
Cmm 1398 
Dmm 1683 
Lmm 1120 
Q kg 4600 


2000 2750 
4492 5242 
1398 1398 
1683 1683 
1120 1120 
5000 5400 


3500 5000 
5952 7492 
1398 1398 
1683 1683 
1120 1120 
5800 6600 


6500 8000 
8992 10492 
1398 1398 
1683 1683 
1120 1120 
7400 8200 











SPECIFICATION 


Swing over bed 

Swing over carriage 

Distance, center to center . 


750, 1000, 1500 
30" 40" 60" 


Turning length with taper bar nun 

Spindle bore nim 

Spindle taper Morse 

Diameter of chuck mm 

Taper in tailstock sleeve Morse 

Maximum weight of workpiece kg 

Spindle speeds: number 

progressive ratio 

Feeds: number 

range of longitudinal feeds mm per rev. 

inches per rev. 

range of cross feeds mm per rev. 

inches per rev. 

Threads: metric pitch mm ( 

Whitworth threads per inch. 

module, module ( 

diametral pitch 

Main motors: 

number of motors 

speed r. p. m. 

output HP 

Coolant pump motor: 

speed r. p. m. 

output HP 

Motor for rapid travel: 

speed r. p. m. 

output HP 

For center-to-center distance of mm 

Floor space required (width X length) mm 

inch. 

Weight with standard equipment kg 


N“ 5 

190 1%" 

NO 5 

400, 800 lbs. 

21 

28 to 2800 


0.04 to 11 
0.016 to 7 /i 5 
0.02 to 5.5 


Morse 

kg 


250 10" 

40 
N“ 5 

190 7J4" 

N“ 5 

400, 880 lbs. 

12 

224 to 2800 


8 to 7/32 
39 in number 
54 in number 
37 in number 
41 in number 


2800 

0.170 


11 

0.04 to 1.25 
0.016 to 0.05 
0.02 to 0.62 
0.008 to 0.025 


0.7 

1000 40" 

1200X3000 
48X120 

1800, 3970 lbs. 


2800 

0.170 


0.7 

1000 40" 
1200X2900 
48X116 

1800, 3970 lbs. 


NOTE: 4 different ranges of speeds can be engaged from the apron box. 
Altogether 9 ranges of speed can be obtained by means of change 
pulleys and a reduction gear. 


.As improvements in design are continually being made, the above speci- 
fication is not to be regarded as binding in detail, and dimensions are 
subject to alteration without notice. 
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These machines are being produced in two 


THE TYPE SO 35 UNIVERSAL LATHE 
for economical individual manufacture, 
THE TYPE 5S S& PRODUCTION LATHE 
for economical quantity production. 

Both types have a uniform basis of design 
and are arranged on the single purpose 
unit principle. They afford an economical 
utilization of cemented carbide tipped tools. 




Increased Output of Machine 


1. Use of high-power motors. 

2. Increased rigidity of the main spindle, bed, headstock and tailstock. 

3. Use of anti-friction bearings for the headstock spindle. 

4. System of two driving motors permitting frequent starting, stopping and reversing of the 
headstock spindle without the use of a multiplate clutch. 

5. Series-parallel connection of motors which is marked by the absence of starting current 
surges and a starting torque equal to the normal full-load torque. 

6. Dual drive of the headstock spindle and feeds. 

7. Automatic disengagement of feeds by means of relieved positive stops. 

8. Quickly exchangeable tool-holder. 


Improved Quality and Precision of Work 


1. Increased rigidity of the machine-tool-workpiece system. 

2. Headstock spindle drive separated from the spindle proper. 

3. Use of anti-friction bearings for the headstock spindle with the possibility of eliminating 
radial play. 

4. Relieved type of a system of stops which affords an accurate setting of the dimensions 
of the workpiece. 

5. Increased hardness of the guideways of the bed. 

6. Protection of the guideways of the bed and slides against the penetration of impurities 
and chips. 

7. Efficient and reliable lubrication of bearings and guideways with the possibility of checking 
the fuctioning of the lubricating system. 


Improvement of Operation 


1 . 

2 . 

3. 

4. 

5. 

6 . 
7. 


Starting, stopping and reversing of the headstock spindle by an easily controllable lever 
operating the electric switches. 

Simplified changing of speeds by impulse starting of the motor. 

Engagement of feeds in all directions by means of a single directional lever 

” If ‘ST* SS) controlM from the 

operator s post near the apron box. 

Relieved system of stops. 

Power rapid traverse of the carriage. 

Hydraulic copying attachment for the machining of intricate parts. 


1 



DESCRIPTION: 

HEADSTOCK. The headstock spindle, which carries at its end a long taper and a flange, runs 
in anti-friction bearings. The front bearing is a double-row roller one and allows the radial 
play to be adjusted. The drive of the spindle of the type SS 35 is separated from the head- 
stock body proper and arranged in an independent gearbox. The torque is transmitted to the 
headstock spindle by means of a non-rigid coupling so that the spindle is not subjected to 
any bending stress. The gearbox is driven by two motors arranged in tandem, the rotors of 
which are fixed to the two ends of the driving shaft of the gearbox. The engagement of gears 
is made possible by impulse starting of the motor by a special push button on the head- 
stock as well as on the apron box. 

The spindle speeds of the type SU universal lathe (a total of 21 speeds) are set partly by 
changing the number of poles of the motors (two motor speeds) and partly by slide gears 
in the gear box. There is a dual spindle drive, i. e. at lower spindle speeds (28 to 710 r. p. m.) 
by means of gears, at higher speeds (900 to 2800 r. p. m.) directly from the gearbox by 
V-belts, which reduces the peripheral speed of the gears. 6 speeds of the spindle may be 
engaged by remote control from the apron box. In the case of the type SS production lathe 
9 series of speeds with an overall range of 224 to 2800 r. p. m. can be obtained by means of 
exchangeable pulleys and a reduction gear. 4 spindle speeds may be engaged by remote 
control from the apron box by means of sliding gears of the gearbox. 
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CONTROLS 


5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 
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1. Main switch with pilot bulb. ^ 

2. Lever for engaging metric or Whitworth threads 
or feeds. 

3. Lever for engaging 6 threads and feeds. a 

4. Lever for engagement of leadscrew or feed bar. 

5. Ammeters of main motors. 

6. Lever for engaging right and left hand threads. ^ 

7. Gear change lever for 1 to 1, 1 to 2 and 1 to 4 ratio ^ 

of feeds. 

8. Lever for engaging standard and steep threads. 

9. Control lever of back gears. 1 

10. Headstock motor inching and brake push button. 

11. Oil flow indicator. 

12. Stop drum for disengagement of longitudinal feed. 

13. Hand wheel for longitudinal hand feed. 

14. Directional lever for engaging longitudinal and cross 
feeds. 

15. Lever for engaging clasp nut. 

16. Hand crank of tool slide. 

17. Tailstock sleeve locking lever. 

18. Setting wheel for cross stops. 

19. Headstock motor starting, stopping and reversing lever. 

20. Hand wheel for engaging 6 spindle speeds with inching 
and brake push button. 

21. Longitudinal and transverse rapid travel motor. 



FEED AND THREADING BOX 


THE CARRIAGES 


The feed and threading box is totally enclosed and the various feeds or thread pitches are set 
by sliding gears. 

The type SU Universal Machine has a dual drive of this box. A belt drive from the gear- 
box IS used for normal feeds in the entire range of spindle speeds. For threading and for high 
rates of feed spindle speeds up to 710 r. p. m. are used and the box is driven by change gears 
from the mam spindle. This considerably reduces the peripheral speed of the gears. 

In the case of the type SS Production Machine the box only serves for feeds and is driven by 
belts from the main spindle. Four rates of feed may be engaged directly in the apron box. 
reads may be cut on this type of machine by means of a special threading attachment. 


The feeds of the longitudinal as well as cross slides are engaged by a single lever on the 
apron box. The direction of the movement of the lever corresponds to the direction and sense 
of the engaged feed. The apron box also contains a mechanism for the automatic disengage- 
ment of the longitudinal and cross feed by a positive stop. A relieved system of stops permits 
any number of stops to be set. The feed is always automatically disengaged when the carriage 
encounters an obstacle or in case of overload of the tool by a component of the cutting pressure. 
The carriage also has a longitudinal and a transverse rapid travel for either direction. The rapid 
travel is driven by a separate electric motor controlled by a push button on the apron box. 
The return movement of the carriage during threading is obtained by reversing the spindle 
motor without disengaging the clasp nut. 
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The carriage of the type SU Universal Machine is driven, for turning, by a pinion engaging 
with a rack, for threading by a leadscrew and nut. 

The carriage feed of the type SS Production Machine is driven by a coarse pitch screw spindle. 

THE TAILSTOCK 

The tailstock can be moved crosswise for turning long tapers. In the case of drilling by means 
of the tailstock the tool is inserted in a special insert secured in the tailstock sleeve against 
turning so that the taper taking the center is protected from damage. A tailstock with 
a hydraulic movement of the tailstock sleeve is available as special equipment. 

THE BED 

The cross section of the bed is designed as an enclosed beam with a high rigidity and permits 
a considerable quantity of chips to drop freely by the side of the machine to prevent the body 
of the bed from heating up. 

The prismatic shape of the guideways of the slide increases the precision of the longitudinal 
movement. The guiding surfaces are designed as hardened gibs and ensure a lasting accuracy. 
They are protected by guards against the penetration of chips and impurities. 

LUBRICATION 

The headstock and gearbox as well as the feed box and threading box are lubricated by pressure 
oil supplied by a gear type oil pump fitted in the gearbox. An oil flow indicator on the head- 
stock provides a check of the operation of the lubricating system. The change gears are 
lubricated by oil escaping from the labyrinth packing of the rear bearing of the headstock 
spindle. 

The apron box is lubricated by pressure oil supplied by a piston pump. 

The guideways of the longitudinal and cross slides are lubricated by a wick drawing oil 
from oil wells. 

COOLING 

The coolant tank forms, together with the electric motor driven coolant pump, a self-contained 
unit fitted in the space underneath the bed, with the chip pan situated above it. The electric 
motor of the coolant pump is connected by a cable with a plug to a socket on the machine. 


electrical equipment 

The machine is driven by two induction motors arranged in tandem and fed through contactors 
controlled by a change-over switch. The control circuits are fed through a safety transformer. 
For the type SU machine 2-speed pole-changing motors are used. The controlling change-over 
switch has 3 positions; stop, forward and reverse. The forward and reverse speeds may be 
set mutually independently by means of independent speed selectors. 

For the type SS machine single speed motors are used connected in series or parallel. The 
controlling change-over switch has the following positions: stop, forward in series, forward in 
parallel, reverse in series. 

The push-buttons for the starting of the rapid travel and for the impulse control of the motor 
for easier changing of gears, which are fitted on the carriage box, are connected through 
a trolley wire arranged at the rear of the bed. A lamp fitted on the carriage is also fed from 
the trolley wire. 

STANDARD EQUIPMENT 

(for type SU 35, SS 35 machines) 

Face plate, driver plate, back plate for chuck, cooling system, rapid travel, electrical equipment 
including electric motors, electric light, system of stops including 18 stops, spring-loaded, 
stop, revolving tool head, tailstock inserts for N” 3 and 4 Morse taper shank drills, steady 
rest, follow rest, grease gun, spanners, belts, instruction booklet. 

SPECIAL EQUIPMENT 

Graduated driver plate (for type SU 35 machine only), 2 drivers, steady rest up to dia. 160 mm, 
tool head for interchangeable tool holders, various types of interchangeable tool holders for 
tool head, self-withdrawing tool holder for screwcutting (for type SU 35 machine^ only) ^^rear 
tool holder, rear compound rest, taper guide bar, measuring equipine-nr, t.hre,aaing .anacu- 
ment (for type SS 35 machine only), chip guards (for type SS 35 machine only). 
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Swing over bed .....iv....... 

Swing in gap ; . . . 

Useful ciearance in front of face piate 

Swing over carriage 

■Distance between centres. 

Bore of spindle ... — 

Taper in spindle 

Taper of lathe centres 

Spindie nose according to DiN 800 

Maximum swing with steady rest 

Maximum swing with follow rest 

Width of bed 

Diameter of face plate 

Diameter of catch plate . 

Maximum section of tool 

Spindle speeds; Number 

Range ....;. 

Longitudinal feeds: Number 

Range ; 

Cross feeds 

Pitch of lead screw 

Threads: Metric, pitch ■ 

Whitworth, threads per inch 

Electric motor: Speed 

Output — 

Dimensions and weights for distance betweer 

Floor space required 

Weight of machine: with standard equipment 

with packing 

with seaworthy packing 

Contents boxed 

Size of case 




30-750 

32 

0.06-0.92 

0.02-0.31 


1000 1500 

880 x 2070 880 X 2570 34 

785 845 I 

825 880 

1055 1150 I 


As improvements in design are continually being made, this specification is not to 
dimensions are subject to alteration without notice; 

IN ORDERING, SPECIFY VOLTAGE, PHASE, AND FREQUENCY OF POWER SUPPLY! 


be regarded as binding in detail and 


snajEXFaiiT 








Headstock. The spindh 
spindle is driven from the 


adjustable plain bearings. End thrust is taker 
! located inside the column either directly ort 


axial bail bearing. The 
reducing countershaft. 


The gearbox is totally enclosed and contains gears giving 4 spindle speeds changed by two hand levers. A special 
device does not permit to operate these levers simultaneously thus preventing any damage to the machine due to 
incorrect operation. The power is transmitted from the electric motor to the gearbox by V-belts. 


The quick change gearbox enables a rapid selection of feeds and threads. The machi 
all commonly used metric andWhitworth threads. 


provided with an accurately fitted removable bridge. 


stable. The U 


sleeve may be easily shifted. 


Drive. The machii 
of motor is accom 
apron. 


neis driven by an electric motor attached to a slide for correct belt tension. Starting and stopping 
rplished by a hand lever operated switch, the lever being situated on the right-hand side of the 


Standard equipment: 4-jaw face 
2 lathe centres Morse No. 2, redui 


, catch plate, 4-jaw tool holder, steady and follow rest, thread indicator, 
sleeves, set of change gears, set of spanners, operating instructions. 


Optional equipment: flange for universal chuck dia. 190 or 210 




Precision Centre Lathe for inachining parts of all metals and plastics. It is especially well-suited for the branch of 
precision mechanics. 

THE WORK SPINDLE is mounted in adjustable plain bearings and driven by an electric motor. Starting, stopping 
and reversing of this motor is done by a pole-changing switch. Six spindle speeds are obtained by a double-geared 
swivelling countershaft and three-step pulleys with V-belts. The lead screw is driven by change gears from the 
work spindle through a planetary gear which reduces the adjusted pitch of thread to a fine feed in relation of 1 : 20. 
THE CARRIAGE consists of a longitudinal and cross slide rest and of a swivelling tool slide. One lever operates 
the four-way tool block. The motion screws are provided with indexing rings. The screw nuts are adjustable to 
eliminate backlash. 

THE TAILSTOCK has V-guides and is fixed by an eccentric with the aid of a hand lever. A metric scale serves for 
accurate feeding of the centre sleeve when drilling. The indexing ring of the motion screw for the centre sleeve 
movement is fitted with a scale for accurate setting of the drilling depth. 

THE BED has flat guides. The play in the front guide-way is eliminated by a taper gib. 

THE BENCH. The machine rests on a wooden bench containing the electric motor with countershaft. In the bench 



CENTRE LATHE Model JSO 5 


This machine is intended for the precision machining of smaller parts. The carefully made box-type construction and the 
built-in powerful electric motor ensure an exceedingly high capacity of the machine. 

THE SPINDLE is hardened and ground and runs in adjustable plain bearings. The machine can be supplied with either 
an electric motor of 1000 r. p. m., giving a speed range of 36—2100 r. p. m., or an electric motor of 1500 r. p. m. permit- 
ting the increase of speed range from 57 — 3000 r. p. m. 

THE GEAR-BOX is located in the left-hand part of the column. Two levers serve for changing 10 spindle speeds arranged 
in geometrical progression. The gear-box is fitted with a double-type multiple disc clutch. The accelerated rapid return 
means a considerable saving of time when threading. 

THE FEED-BOX allows for an unusually rapid feed selection in the ratio ofl :2, 1 :4or2:1,4:1, without any necessity 
of disturbing the set change gears. 

THE CARRIAGE rides on long V- guideways provided with wipers to protect the bed from chips. The swivel tool-block 
may be secured in 8 positions. 

THE APPRON is fitted with a thread indicator. 

THE BED having ground trapezoidal slideways isfirmly connected with both cabinet legs and the base to form with them 
a compact unit. A tool box is provided in the central part of the column to keep in the tools and equipment. 

STANDARD EQUIPMENT: Electric motor with electrical equipment, face plate, catch plate, steady rest, follow rest, 
2 lathe centres, reducing sleeve, 4-way tool block, set of change gears, grease gun, set of spanners, tool-box, operating 
instruction booklet. 

OPTIONAL EQUIPMENT: Rise and fall rest, hand support, backplate for universal chuck 0 115 mm, backplate for 
universal chuck 0 140 mm, shank-type universal chuck up to dia. 10 mm, shank-type universal chuck up to dia 13 mm, 
collet chuck attachment, set of collets from dia. 2 — 15 mm, cooling attachment. 



SPECIFICATIONS: 


Metric 

225 


English 
8 3/4" 

5 1/4" 
23 1/2" 

6 3/4" 


Swing over bed 

Swing over carriage 'rim 

Distance between centres tnm 

Width of bed 

Bore of spindle 

Taper in spindle Morse 

Taper of centres Morse 

Thread on spindle nose 

Spindle speeds: Number 

Range: Standard (motor n = 1000 r. p. m.) r. p. 

High (on special order motor n = 1500 r. p. m./r. p. 

Acceleration of rapid return motion 

Feeds: Range of longitudinal feeds mm/rev. 

Range of cross feeds mm/re\- 

Threads: 24 metric threads, pitch rn 

24 Whitworth threads, pitch t.p 

14 module threads, module 

Diameter of lead screw 

Pitch of lead screw t-P- 

Output of motor kW 

Floor space required rnm 

Weight of machine: with standard equipment kg 

packed for rail kg 

packed for overseas kg 

Box measurements cm 

IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY 


M 45 X 4.5 
10 

36—2100 
57—3000 
1.5 X 

0.017 — 1.27 
0.009 — 0.7 
0.25 — 6 

0.25 — 3.5 


0.75 or 1.1 
650 X 1 350 


590 

158 X 85 X 


36—2100 
57—3000 
1.5 X 

20 — 150 cuts per inch 
36 — 282 cuts per inch 

4 — 72 
0.25 — 3.5 
0.97" 

4 

0.75 or 1.1 
251/2" X 53" 
lbs 970 
lbs 1008 
lbs 1300 

62" X 33 1/2" X 56" 



As improvements in design are continually being made, this specification is not to be 
regarded as binding in detail, and dimensions are subject to alteration without notice. 
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ADDITIONAL EQUIPMENT: 

Half-centre, hollow centre, hollow half-centre, three-jaw chuck up to dia. 
6 mm, collets, step chucks, ring chucks, polishing plate for emery cloth, 
tailstock rest plate, face plate with 4 reversible swivelling jaws, scroll chuck 
with 2X3 jaws, scroll chuck with 2X4 jaws, lever type drill tailstock, 
folding hand rest, indexing attachment for the work spindle, rise and fall rest 
with clamping angle iron, steady rest, follow rest, indexing attachment for 
the compound rest. 
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are continuously being improved upon. The particulars given in this prospectus are therefore not binding in detail. 
PLEASE STATE IN YOUR ORDER THE VOLTAGE AVAILABLE FOR THE ELECTRIC MOTORS: 
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standard Equipment (included in price of machine) 

1 self-centering chuck with 4 reversible jaws 
1 driver plate 
1 steady and 1 follow rest 
1 thread indicator 
1 cooling equipment with pump 
1 chip pan 

1 four-way tool post 

2 dead centers with reducing sleeve for spindle head 
1 flange for fitting of universal scroll chuck 

1 three-phase electric motor, 380 Volts, 50 cycles, 1400 r. p. m., 7.5 HP with t 
including V-belt pulley and V-belts, guard and cam-type switch 
1 set of change gears 
indicating plates 
1 operating instructions 

Optional Equipment and Design (supplied against extra charge) 


le and mounting rails 


L27 


Description 


The headstock spindle runs in front in an 
adjustable plain bearing. The layshafts of 
the sliding gears have a six spline cross 
section and run in antifriction bearings. 

The spindle is started by a reversing 
double multiplate clutch which is easy to 
adjust for various outputs. This clutch 
also protects the machine from overload. 

When the clutch is disengaged the spindle 
is stopped automatically by a brake con- 
nected with the multi-plate clutch. All 
rotating parts of the headstock run in an 
oil bath. 

In the headstock IS fonvard speeds of the 
spindle are arranged and 18 increased 
reverse speeds. These speeds can be fur- 
ther increased by using a two-speed motor 
which is supplied on request. 

While a speed is engaged only the gears 

have a pitch four times or sixteen times as high as the pitch engaged in the quick-change gear box. In addition 
to that a reversing gear for cutting right and left hand threads is fitted in the headstock. 

All gears in the headstock are made of hardened and tempered steel and the teeth are shaped on precision m 
chines. The machine can, if required, be supplied with the gears hardened and ground which are particularly re- 
commended for the machine with the increased range of spindle speeds. 

The quick change gear box is of the universal type and permits all current metric, module, Whitworth and DP 
threads to be cut. The machine is normally supplied with a lead screw with inch pitch. This design proves especi- 
ally suitable as not only threads with extremely coarse pitch can be cut but it allows also the change gears 
be in direct contact with the lead screw when cutting abnormal threads. 

The quick-change gear box has its own central lubricating system. The apron box is fitted with an arrangement 
which permits the longitudinal feed to be disengaged with high precision by positive stops. 

A valuable supplement of the arrangement for disengagement by positive stops is the stop drum which permits 
automatic turning against positive stops in either direction. The drum has four slots and permits several stops 
to be set in one slot behind each other or, if necessary, slip gauges to be used. 

The feeds are engaged in steps by a friction clutch. The longitudinal and cross feeds are reversed by means of 
a reversing gear controlled by a lever. The prevention of simultaneous engagement of the clasp nut and feeds is 


ensured by mutual interlocking. 

The carriages are of generous dimensions and the wide guideways are accurately scraped. 

The swivelling cross slide has an angular scale and carries the four-way tool post with catches for eight indivi- 
dual positions. , 4. 

The lower, sliding part of the cross slide can, on request, be extended and fitted with a rear tool post. 

The machine is driven by a standard feet mounted electric motor fitted at the rear of the bed on a universal base. 
The mounting rails, which can be moved crosswise, permit a motor of different origin to be fitted as well. T e 
machine is driven from the motor by means of V-belts. 


Length stop drum 

Extended cross slide with rear tool post 


Design of headstock with all gears hardened and ground 

Two-speed electric motor 1400/2800 r. p. m. with cam-type switch instead of standard motor 
(only when all gears are ordered hardened and ground) 

Single-pulley drive with plain pulley (price of motor will be deducted) 













our complele catalogue o( machine tools manulaclured by the TOS Machine 
Tool Works in an endeavour to inform you generally about the purchasing possibilities for Ihe mosf 

suitable machines when establishing new works and completing or replacing Ihe machinery equipment v/ilh 
more accurate and efficient machine tools. 

Detailed descriptions and technical data of Ihose of our machines you may be interested in will be send to 
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request. 









LATHES 


CENTER LATHE Type S 28 

A machine for precision manufacture. While permitting 
various turning operations to be carried out it affords 
an economical ufilization of cemented carbide tipped 
tools. In order to achieve a particularly high degree 
of rigidity of the machine the headstock, headstock 
gear box and quick change gear box are designed 
as a single unit in the shape of a housing to which the 
bed is attached by means of a flange. Metric, Whit- 
worth and Module threads can be cut on the machine. 



over bed 

:e between centers 



)f spindle ------ rnm 

e speeds: 3 ranges of spindle speeds 
:h having 18 steps ranging from r.p.m. 
icial order - - - - - - r. p. m. 

36 rales of longitudinal feed 

36 rates ot cross feed ranging from 


280 

750 

150 


36 


20 to 1000 
63 to 31 50 

0.03 to 3.52 
0.01 to 1.22 


Threads: 36 metric threads with pilches 
ranging from - - - - 

36 Module threads with mo- 

36 W hitvvoilli iiireads ranging 


Floor space required by machine 
(width ; : length) - - - 

Weight of machine with standard 


mm 0.375 to 44 




CENTER LATHE Type SR200 

A machine for current lathe work in small scale 
production and small workshops. Permits all cur- 
rent metric and Whitworth threads to be cut. Pro- 
vided with a removable bridge. 


LATHES 


CENTER LATHE Type L 27 

The machine is infended for all common fuming operalions and is used fo advantage for individual manufacture as we 
repetition work. Metric, Whitworth, Module and Diametral Pitch threads can be cut on the machine in a wide range, 
sign of the machine incorporates all the fundamental features of a modern lathe. Precision manufacture and the sele 
high grade material supplement the technical pertection of the machine from the point oi view of performance as well 
cision and reliability in operation. 


Swing over bed ------ rnm 

Swing in bed gap ------ mm 

Swing over carriage ----- mm 

Turning length mm 

Standard range of spindle speeds - -r.p.m. 

Increased rate of spindle speeds, pro- 
vided a 1400 2800 r. p, m. motor is 
supplied and all headstock gears are 
hardened and ground - - - -r.p.m. 


275 Rates of longitudinal feed ranging 


425 from ------ mm per rev. 0.03 

175 Threads which can be cut: 

2000 3000 55 metric threads ----- mm 1 

9.5 to 480 72 Whitworth threads - - - - t. p. i. ^ ’s 

46 Module threads - - - - module 0.25 

58 Diametral Pitch threads - - DP C.5 

Power of 1400 r. p. m. motor - - - HP 

9.5 to 1000 Weight of machine with standard 

equipment ------ - kg 2800 



CENTER LATHE Type C 4,5 



w 

quip- 

000 

24 

00 
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HIGH SPEED CENTER LATHES 
Types SR 1000 and S R 1250 


r utilizalion of cemented carbide tipped 

induction motor. Each carriage has its ov 
tfilh a rapid traverse. 

iS weli as Diametral Pitch and Circular Pit 




leds, a high rigidity 

if feed and is equip 
Whitworth and Moi 


threads 


schines. 


3150 
200000 
30000 
0 35 to T 
.125 to 4t 
156 


2500 

80000 

25000 


2080 

28000 

7000 

0.45 to 90 
0.1 8 to 45 


Swing over bed - - - - 

Maximum weight of workpiece (' 

24 spindle speeds ranging from 
Longitudinal feeds ranging from 
Output of main motor 
Weight of machine with distanci 
centers of 6000 mm approx, 
of 15000 mm approx. 


1600 

28000 

7.000 


48500 


44500 


119500 


:hoslovakia 






TURRET LATHES 


CAPSTAN LATHE Model R 12 


recision High Speed Lathe for the quantity producii 
is built as a single purpose machine and may be e. 
manufacturing mechanical or finishing lathe by me 
dividual unifs. The numerous attachments supplied 
id optional equipment are described in a special ca 




Bar capacity - 
Spindle bore 
Swing over bed 
Maximum distanc 


Diameter of tool holes 
Longitudinal travel of tc 
Cross travel of slide re: 


Weight 


Spindle I 
Distance, 


flange of 


Number 

Diameter 


speeds ranging 


12 rates of longitudir 
teed ranging from 
Power of motor - 


1160x3940 


CAPSTAN LATHES 


TURRET LATHES 


CAPSTAN LATHE Model R 5 


This Universal Machine has been de- 
signed for the series production of 
machine parts, If enables lull utiliza- 
tion of high speed steel and hard al- 
loy cuffing fools. The preselection 
of spindle speeds and feeds reduces 
the non-productive times. The nume- 
nous attachments supplied as optional 
equipment are specified in a special 
catalogue. 


/I 

r_- 


TURRET LATHE Type RT 80 


A precision heavy duty machine intended for quantity production of larger parts from bar slock as w 
faclure with economical utilization of cemented carbide tipped tools. The numerous attachments and 
and optional equipment of this machine are described in a special prospeclus. 


Travel of cross slide - - - . 

Number of power feeds - 
Range of longitudinal and cross feeds 
Number of turret feeds 


Types RT 26 and RT 34 


Precision high speed heavy du 
quantify production of parts with 
cemented carbide tipped tools. 1 
supplied as optional equipment i 
scribed in a special prospectus. 


Bar capacity - - - - - 

Spindle bore - _ - - 

Swing over bed - - - - 

Distance, turret to flange of 

Number of fool holes 
Diameter of tool holes 
Longifudinal travel of turret 
slide ------ 

Power of motor - - - - 

Floor space required - - - 

Weight of machine with stan- 
dard equipment - - - 






TURRET LATHES 


TURRET LATHES Model RN 36 and RN 60 




AUTOMATIC TURRET LATHES 


AUTOMATIC LATHES Types A 12, A 20, A 40 
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NG MACHINES 


LLING MACHINES Types VR 8 and VR10 
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HORIZONTAL BORING MACHINES 


HORIZONTAL BORING MACHINES 


HORIZONTAL BORING MACHINE Type 160 S 

The machine is intended for drilling, boring, reaming and milling operations and for the cutting ^ 

nery parts, etc. It has a fixed column, a table with a longitudinal and cross movemen an ® borina operations p 

and a back rest with boring bar support which makes it particularly suitable lor applicafions where boring operations p 


The machine is normally built as a right hand unit (i. e, with the co 
left hand side). 

The machine is marked by a high output, a wide range of spindle 
drive, accurate setting of spindle, spindle head, table and boring 
dial-type error gauges. 

Metric and Whitworth threads of all commonly used sizes can be c 


right hand side and the table a 


id lace plate speeds, independer 
r support by means of precision 




HORIZONTAL FLOOR PLATE TYPE BORING MACHINES 
Types HVF 125 D, HVF 160 D and HVF 200 D 


Heavy duty machines intended lor 
milling, drilling and boring operations 
on particularly large and heavy ob- 
jecls. Their outstanding features are 
a wide range of spindle speeds and 
a high power of the main motor. The 
type HVF 200 D machine is equipp- 
ed, apart from the main spindle, with 
a second spindle with a particularly 
high speed. All common sizes of me- 
tric and Whitworth threads can becul 
on these machines. 


Vertical movement of spindle head - 
Height of centre-line of spindle above table 
Dimensions of clamping surface of table 
Longitudinal travel ol table - - - - 

Transverse travel ol fable - - - - 

24 spindle speeds ranging from - 
16 face plate speeds ranging from - 
16 rates of spindle feed ranging from 
8 rates ol table feed ranging from - 
22 metric threads with pitches ranging from 
32 Whitworth threads ranging from - 
Power ol main motor - - - - - 

Weight of machine with standard equipment 


Diameter of main spindle ---------- 

Maximum diameter of boring by means ol main spindle - - - 
Maximum diamefer of lacing - -- -- -- -- 
Total depth of boring wilh main spindle extended - - - - 

Cross movement ol housing on bed ------- 

Power of main motor ----------- 

Weight ol machine wifh slandard equipment (wilhout floor plafe) 
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SHAPING MACHINE Type HO 63 



SLOTTING MACHINES 


SLOTTING MACHINES 

Types HOV 16, HOV 25. HOV 45, HOV 63 and ST 350 


machines for machining plane and circular surfaces 
ndividually manufacfured machinery parts. Accurate 
cular table is accomplished by means of a built-in 
ng equipment. The longitudinal, transverse and cir- 
e table are operated by hand and by power. 




lamping 




)f up-and-down 
per minute 
driving motor HP 


7fo45n0fo56 
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GEAR SHAPERS 


PLANING MACHINES 


GEAR SHAPERS Types OH 4 and OH 6 


DOUBLE HOUSING PLANING MACHINES 
Types HD 12 and HD 16 


Heavy Duty Machines for cutting gears by the selfgenerating method, 
especially well-suited for the quantity production of accurate internal 
and external spur, helical and herringbone gears, gear segmenis, gear 
tooth type clutches, ratchets, cams, polygon and other shaped holes, 
etc. Ease of operation and quick setting of the machine enable an eco- 
nomical production also in shorl run and single part jobs. 


High Speed Heavy Duty Mai 
high grade of the machined s 
capacity allows cemented cart 
chining of cast iron. The mai 
infinitely variable cutting and 
and rapid motions of rail hea' 
tool slide. 

As optional equipment a leff- 


y rigid design which ensure a 
heaviest operations. Their high 
be used, especially lor the ma- 
5 machines are: wide range of 
draulic infinitely variable feeds 
on all heads in any position of 


idehead 


iutomalic 


both directions 


- - - HP 

standard 

sngih 3000) kg 
sngih 4000) kg 


laning 

laning 
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PIANiNG MACHINES 


PLANING MACHINES 
Types H 85 A and HO 12 


PLANING MACHINES 
Types HD 25 and HD 31.5 


Heavy duty machines of rigid design which en- 
sure a high grade of the machined surface and 
afford economical machining in individual ma- 
nufacture as vjell as in repetition work. 




Planing length - 
Planing height - - - 

Clamping surface of table 
(widIhXlengIh) - 


Overall range of fable speed - - . 

Drawing force on table up to - 
Power of driving motors of fable 
Weight of machine with 10 metres planing 
approx. -------- 


letres p« 


3,6 to 63 
13000 


2 to 80 
30000 
150 


140000 


149000 


' CZECHOSLOVAKIA 
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UNIVERSAL GRINDING MACHINES 


UNIVERSAL GRINDERS Series U 

Heavy Duty Precision Machines for cylindrical (traver- 
se and infeed), as well as for internal taper and face 
grinding. They are provided with hydraulic table tra- 
verse and hydraulic infeed of the swivelling wheel- 
head. The workhead with 6 or 8 spindle speeds swivels 
90 deg. for taper and face grinding. The numerous op- 
tional equipment contributes to the versatility of the 
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UNIVERSAL GRINDING MACHINES 


HYDRAULIC UNIVERSAL GRINDING MACHINE 
Type BUA 20 


This machine is intended for the single part as well as quan- 
tify production. It can be used for cylindrical (traverse and 
infeed), infernal, face, faper and plain grinding. 

Main features: single lever operation, automatic working cy- 
cle, infinitely variable hydraulic table traverse, hydraulic ra- 
pid traverse of wheelhead which swivels 60 deg. in either 
direction, infinitely variable spindle speeds, and high output 
of main drive motor. 


Maximum swing over table - - - - - 
Maximum distance between centres - - - 
Work head swivels ------- 

Work spindle speeds, ranging from - - - 

Wheelhead swivels in both directions 
Automatic infeed (either in left or right hand or ir 
both reversals) ------ -m^n 

Speed of full size /worn out wheel - - - . 

Wheelhead motor speed ------ 

Table swivels -------_ 

Floor space (width XTength) ------ 

Weight of machine with standard equipment - 


kg 



HYDRAULIC UNIVERSAL GRINDERS 
Types BK 3 and BK 5 


These machines are intended both for the quantity and single part pro- 
duction. They are suitable lor cylindrical (fraverse and infeed) grinding 
and by using the hinged internal grinding attachment also for the 
grinding of holes. 

The main advantages of fhese machines are: infinitely variable hydrau- 
lic table fraverse, hydraulic rapid fraverse of the swivelling wheelhead 
and high output of the main drive motor. 


Maximum swing over fable - 
Maximum distance between 

Workhead swivels 

Work spindle speeds, ranging 

Wheelhead swivels - - - 

Automatic infeed in table 

reversals - - - mm per 

Automatic independent 

infeed - - - mm per 

Output of motor - - - 

Weight ol machine - - - 


500 750 I 750 1000 1500 
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TOOL GRINDING MACHINE 



UNIVERSAL TOOL GRINDER 
Type BN 102 

This machine is intended (or sharpening various culling tools 
such as cylindrical and tapered reamers, end and side milling 
cullers with straight or helical cutting edges, recessed milling 
cutlers, end milling cutters, taps, countersinks, saws, laihe tools, 
etc. As opiional equipment are available cylindrical, surface and 
infernal grinding attachments, an attachment for sharpening twist 
drills, an attachment (or sharpening cemented carbide tipped tools 
as well as various other atlachmenfs and equipments which in- 
crease the versatility of the machine so that if satisfies the de- 
mands of modern fool shops. 


Grinding diameter 
Wheel spindle speed 







TWIST DRILL GRINDING MACHINE Type BNV 75 

The machine is intended for nrindinq Iwist drills with two cutting edges. The 
drills are clamped between two sell-ceniennu jaws oi a chuck which rotates 
at a uniform rale during grinding. The special point of the drill obtained by 
grinding on this machine makes it possible to drill with a lower cuffing pres- 
sure of the tool and requires less power than drills ground on most other ma- 


THREADING DIE GRINDER Type BNO 

This machine is intended for the sharpening of threading dies. 
It grinds the face and back as well as the relief ground tapered 
surface. The threading die chuck has a swivelling and a rotary 
niovement. It can also be adjusted crosswise and lengthwise. The 
dividing mechanism of the chuck permits threading dies with 3, 
4, 5 and 6 cutting edges to be sharpened. The machine is equip- 
ped with a wheel trueing device and dust exhaust equipment. 



\n 


i 


1 1 


PRAHA - CZECHOSLOVAKIA 


46 


CENTRELESS GRINDING MACHINES 


CENTRELESS GRINDING MACHINE 
Type BBZ60 

A machine (or precision grinding of external cylindrical and ta- 
pered surfaces on plain, shouldered and other shaped rotating 
objects. Suitable for grinding hardened as well as unhardened 
steel, copper or aluminium alloys, plastics, glass and other ma- 

The following optional equipment is available for the machine: 
workrest blades for grinding parts with a small diameter, work- 
rests blades for special shapes, templates for special shapes, sup- 
ports for grinding long bars, an automatic hydraulic magazine 
feed attachment. 


Through-leed grinding: 


Speed o( grinding wheel - 


1005X1445 



CENiRELESc. UKiNDiNG MACHINE Type 4 B 


The machine is suitable for through-feed grinding of external cylindrical surfaces and for infeed grinding of shouldered taper- 
ed parts and parts of special shapes up to a diameter of 100 mm. 

The grinding wheel spindle, regulating wheel spindle, hydraulic drive of wheel trueing device and coolant and lubricating oil 
pumps are driven by independent electric motors. The coarse and fine setting of the regutating wheel spindle head is done 

The grinding wheel and regulating wheel heads are fitted with Iheir own hydraulically controlled trueing devices by means of 
which the wheels can be trued even for infeed grinding and form grinding. 
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METAL SAWING MACHINES 


HACKSAW MACHINES Type PR 20 and PR 30 

Machines lor the culling ol melals ol various shapes and hardness. The arm 
is conirolled hydraulically by a single lever. The pressure ol Ihe arm increases 
gradually in Ihe course ol Ihe cut and the arm is relieved during Ihe return 
movement. The cul being linished Ihe arm returns automatically to its raised 
position which is adjustable according to the size ol material being cut. 




Floor space required by m 


th standard equipment - 






CIRCULAR SAW Type H 350 

A heavy duty cold sawing machine lor medium size and large shops engaged in indivi- 
dual manulaclure or repetition work. The machine is equipped with inlinitely variable 
hydraulic leed ol the saw blade into the cut. The machine is equipped with inlinitely 
variable hydraulic leed ol the saw blade info the cut. The clamping ol Ihe stock is li- 
kewise hydraulic. 


HYDRAULIC CIRCULAR SAW Type P 27 

A heavy duty cold sawing machine with hydraulic leed and hydraulii 
clamping suitable for medium size and large shops engaged in individua 
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lligli output of (lu‘ luauliino conibiiH'd with lusting aucuraoy ■ Lar.i>T workiiiK siirracu and wide 
vimiTii of distances between spindle and base allow big- and relatively high pieces to be inachiued 
as well as very low ones (drilling of holes in metal sheets)" Rigidity of the machine within limits 
established by taking-over conditions in all working ])ositions ■ Simplified and easy operation; 

small number of conveniently arranged control s centralised on s])indlo head " Patent guiding 

arrangement of sleeve liy means of hall hearings running in hardened track on column ■ Patent 
positive locking of sleeve on column by means of locking nut ■ Sleeve locked on column and 
spindle head locked on arm by single lever ■ Control of drilling and elevating motors by 
singh' ci’oss-tyiie switch ■ Pre-selection and engagement of drilling spindle siieeds and control 
of two-directional mnlti-plate clutch by single lever ■ Wide range of spindle speeds, 12 in 
iminbor ■ Wide range of ]) 0 wer feeds of the drilling spindle, 10 in number ■ d different ways 
of feeding the drilling spindle: coarse by hand, fine by hand, by jiower ■ 
Attachment for automatic release of the innver feed vrhen the re(|iiired de])th 
(d‘ drilling is reached B Automatic lubrication of the headstock unit by tin* 
circulation svstem. 


^ nh- ■ . . . " 


AW- 
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SPECIFICATIONS: 


Maxi mil III dia 
Maxiiiuiiii dial 
Mtixiinuni dia 
Maximiiin dia 
Masimum si/.( 
Max ill) II in si/.i 


ii'lci- wlien drilling steel lia 
eter when drilling east iron 
«>ter when boring steel liavi 
ii-ter when horing east iron 
of tliread eul in steel bavin 
ol thread cut in cast iron I 


a tensile strengtli of W) kg per sipiare ini 
ng a tensile strengtli of kg per square i 
tensile strenglli of W) kg per square nun 
ng a tensile strength of 25 kg |)er stpiare i 
ensile strengtli of (it) kg per square iiini . 
ig a tensile strength ol 25 kg per siiiiari" 


MAIN D 1 iM K N S I O i\ S : 

Maxiiniiin distaiiee, centre-line ol spindle ti 
Minltiitiin distance, eentre-line ol spindh' 
Maxinuiin pitch circle of drilled holes . . 
Nliniinuin pitch circle of tlrilled holes . . 
Maxiiniiin and niinimuin distance, spindle 
Maximum and niiniiniiiii distance, spindle 

hiaineter of column 

N’ertical movement of arm on column . . 
Horizontal movement of sjiindle head on ; 


Diameter of end of spii 

Taper in spindle 

Diameter of spindle 
Stroke of spindle .... 


standard langt: 




lower range 




increased range 




Number 

range 



0,025 



HIM, 

147; 

and distanct” nf 'I 

'-slots 



: output/speed . 


1- \V 1- n in 



Klevating motor: output/speed 

Coolant pump motor: output/spei-d 

DIMENSIONS AND WEIGH IS: 

Dimensions of base • • • •. 

Overall dimensions of inaehiiie 

Working spare required 

Weight of machine with standard equipment 
Weight of iiiacliine witli packing ...... 

Weight of machine with scaworlliy paikiiig 

Dimensions of seawortliy iiackiiig 

'..Viiime of seaworthy packing 


0,025 1..5.'^l() toil) cuts p. 


2240X910 

2290X910X2S60 

:!')(i0'-':f‘)()0'-'2260 

2550 

2()U(i 

:i:t2() 


STANDARD EQUIPMENT: 


electrical equipment including idectr 
.Morse 4 '5, 5 , 2 '1, ejecting wedges, sc 
hooks for lifting including hoKs, nuts. 


; motors, cooling equipment. 5 reducing 
of spaiinei's. oil can. T-sloi cleaner, scicm 
I'- hlocks anil [ilugs, instruction book. 




SPECIAL EQUIPMENT: 


2 change gmirs for lower range ol spindle 
speeds Iff — 1400 r. p. in. style Ve 4, 
2 change gears for increased rangi- ol 
spiiulle speeds ()5 — 2800 r. p. in. stsle 
Ve 4. box table stvli' Vb 4, universal table 
stsle Vc 4. lice style Vd 4. 


IN ORDERING, 
SPECIFY VOLTAGE, 
P tl A S E 

AND FREQUENCY 
OF POWER SUPPLY 


As improvements in design are con- 
tinually being made, this specifi- 
cation is not to be regarded 

as binding in detail, and dimensions are subject to alteration without notice. 
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Hit’ll output of tliomaehino coiubiued with lastiuii' accuracy. ■ Rij>:idity of tlic machine witJiin 
limits estahlislied by ta iviTip:-over conditions in al! woikin^ positions B Hinii)!ifiod and easy ope- 
ration; small number of conveniently arran^-od conti-ols centralised on si)indle liead ■ Arm eleva- 
ted by i)ower ■ Sleeve locked on column l)y singde lever ■ S})indle head locked on arm also by 
single level- ■ Control of drilling and elevating motors by single cross-type switch ■ Wide i*ange 
of syiindle sjieeds, 12 in number ■ (5 ])ower feeds of the drilling sjiindle ■ 11 different ways of feed- 
ing the drilling spindle: coai-se by band, fine by hand, by poAver ■ Attachment for automatic 
release of tlie ])OAver feed Avhen the reipiired deiith of drilling is i-eached ■ Automatic lubrication 
of the beadstoek unit bv the circulation svstem. 


- V 
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SPECIFICATIONS: 



Muxiuiuin (lia 
Maxiiniuii ilia 
Maxiinuin ilia 


lt‘i' will'll drilling stui' 
I'l- will'll drilling cist 
Icr will'll boring stoi'l 
Icr when boring cast i 
I tiiri'ail cut in steel li 
f thread cut in east i 


:i ol W) kg per s(|iiari' iiiiii 
gill ol' J.-) kg iier siiiiare in 
ol' t.>() kg iier s(|iiare nun 
gth of 27) kg Iier S(|iiare in 
r (lO kg per sipiare nun . 
gth of 2.") kg per siinare i 


M A IN DIM K N S I () N S : 

.Maxinuiin dislaiiee. cent rc-l ini' of spindle to sleeve 
Nlinliniun distance, centre-line ol sjiindle to sleevi 

Maxinuiin pitch circle of drilled holes 

Nlininiuiii pitch circle of drilled holes 

Maxiiniiin and iiiininiiini ilistanee, siundli' to base 
Maxiniuiii and ininiinuni ilistanee, spindle to table 

Diameter of colainn 

Vertical inovenieiit of ariii on luluiiin 

Horizontal iiiovcineiit of spindle hi'iiil on niin . 
Swing of anil on colnniii 


Diunieter of end of spindle 


taper in spindle 

Diameter of spindle 

Stroke of siiindle . • ■ 

Sjiindle speeds: Number of steiis 
stiuulard rtinge . 
to special order 

Spindle feeds: Number 

range 


Working surface . . 
Number, width and (list 


Drilling motor: output/speed 

Klevating motor: output/speed 

Coolant pump motor: output/speed 

DIMENSIONS AND WEIGHTS: 

Dimensions of base • • • •. 

Overall dimensions of nuieliiiie 

Working siiace required ■ ■ • • 

Weight of maeliine with standard equiiimeiit 
Weight of maehiiie with paeking ...... 

Woiglit of maeliine witli seaiyorthy p,icking 

IJimensions of .-.eawDrllis {lai-king 

\ oliiine (d seawortliy packing 


1 boo X sot) 
1 boor-: 800X224.-) 
2b00 'J.T'iO X22r)() 


STANDARD EQUIPMENT: 


h'ltric eiiuipiiiciil inch 
2. :t I. 1 0. :i ('jecling 
grip holders (up to 
icliiding bolts, mils. I 


motors, eonling eiiiiipiiieiit. 0 rediieing sleeves .Morse 
of spanners, oil can. f-slot elcaner, screw driver. 
2 10 mm ilia.), hooks for lifting of spindle head 

nliig's. inslruetion hook. 


SPECIAL EQUIPMENT: 


2 ehange wheels for lower range ol 
v|)indli' speeds .')b-2.SOO r. p. in style ^s 2. 
box table stvie Vh 2. niiiversal table 
st\l(' Ve 4. viei' stvie \'d 4. o])erator's 
si'al stvie Vo J. 


IN ORDERING. 
SPECIFY VOLTAGE 
PHASE 

AND FREQUENCY 
OF POWER SUPPLY 


A.s improvements in design are con- 
tinually being made, this specifi- 
cation is not to be regarded 

as binding in detail, and dimensions are subject to alteration without notice. 


PRAHA — CZECHOSLOVAKIA 


1 Czechoslovakia 
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SPECIFICATION: 


Diameter of spindle 

Taper in spindle 

Moximum torque: on spindle 

on face plate 

WORKING RANGES: 

Maximum diameter of boring with boring spindle 

Maximum diameter of facing with facing slide rest ! ! ' ! ! 

Moximum sliding movement of spindle: 

continuous 

additional 

Vertical movement of spindle head . . . 

Height of centre line of spindle above table | ' 

Diameter of face plate 

Maximum distance, face plate to boring bar support 
TABLE; 

Clamping surface 

Longitudinal movement 

Transverse movement . . ' 

SPEEDS; 

Spindle speeds arranged in 24 steps 

Face plate speeds arranged in 12 steps 

FEEDS: 

Boring: of spindle arranged in 16 steps 

of table arranged in 8 steps 

Milling; of spindle head and table arranged in 8 steps ' ' 

of facing slide rest arranged in 16 steps 

RAPID TRAVELS: 

Rapid travel of spindle 

Rapid travel of spindle head 

Rapid travel of facing slide rest ' 

Longitudinal rnnrd travel of tabic 

Transverse rapid travel of table 

Circular rapid travel of table; 

on diameter scale of 1800 mm 

or expressed in revolutions of table ■ ^ ! ! ! ! ! 

BACK REST: 

Motor for movement of bock rest on bed and of boring bar support 
on back rest column: 

output 

THREADING: 

22 metric threads with pitches of 

32 Whitworth threads with ! ' 

DRIVE: 

output 

DIMENSIONS AND WEIGHTS: 

Floor space of machine 

Weight of machine with standard equipment . . . . ' 


Metric 



kg/cm 

kg/cm 


160 

100 

.25.000 

80.000 


1000 

1300 


1900 

0—1900 

810 

4400 


1600 


1800 

2500 

2000 


mm per rev. 
mm per min. 


mm per min. 



r. p. m. 


2.25— 450 

2.25— 48 


0.04—8 

0.11—2.8 

18—450 

0.045—18 


4500 or 560 
900 
670 
1400 
900 

3600 

0.64 


kW 2.2 

r. p. m. 940 


mm 0.5—12 

turns per inch. 28—1 


approx, mm 8800X3800 
approx, kg 35500 


STANDARD EQUIPMENT: 

Complete electrical equipment, face plate with facing slide rest for facina of fl, 

set with 2 dial type error gauges for harizantal and vertical precisir mea 

Dlatef 0^°'^ h°'’ equipment with electrically drhren pump and piping indicating 

plates on machme. grease gun, spanners end cranks for ottendonce, operating insSns baS. 

WHEN ORDERING, PLEASE ALWAYS STATE THE VOLTAGE AVAILABLE FOR THE ELECTRIC MOTORS. 

[htero^tfbrnd^" in^retal^ ^iven in the prospectus ore 


English 


47' 

23.6" 

75" 

0-75" 

31.8" 

173" 


2.25— 450 

2.25— 48 


3—635 c. p. i. 
9—231 c. p. i. 
0.7—17.7" p. m. 
0.0017—0.7" p. r. 


177" or 22" p. m. 
35.5" p. .m. 

55"' p! m" 
35.5" p. m. 


345" X 149" 
79000 lbs. 


STHaJEXPaKT 


COK 53539 a. 5412- S£l. 04- 1575 


PRAHA-CZECHOSLOVAKIA 


Printed in Cre< 




e machine is intended for drilling, boring, reaming and threading operations on big machinery 
parts, etc. It has a fixed column, a table with a longitudinal, transverse and circular movement and 
o back rest with a boring bar support which makes it particularly suitable for applications where boring 
operations predominate. 


The machine is normally built as a right hand i 
side and the table at the left hand side). 


t (i. 


mn and head at the right hand 


OUTSTANDING FEATURES 

High output. 

High speed of spindle running in special adjustable anti-friction bearings. This arranger 
cemented carbide tipped tools to be fully utilized for boring as well as for milling. 

Electric speed indicotor of spindle as well as face plate speeds. 

Independent spindle and face plate drive affording most varied combinations of operation 
Face plate with facing slide rest for automatic facing. 

Cutting of metric ond Whlhvo.dh threads cf aii current sizes. 


Accurate setting of spindle, spindle head, table and boring bar support on bock 
precision scales with verniers or by dial-type error gauges. 

Feeds and rapid travels of ail parts of machine can be limited 
by limit switches. Boring feed of spindle can be disengaged 
by means of adjustable stops. 







THE DRIVE. The machi 


an "ALNICO" brake outfit. The 
checked by means of an ammete 


THE SPINDLE HEAD is designed as 
its own electric motor and complete 
lace plate ond of the feeds and rap 
feeds are changed by means of gee 
running in anti-friction bearings tl 
hardened and those with higher peri 
A setting of the height of the spindl 
within 0.05 mm (0.002"), or even 
possible by a dial-type error gauge 


THE COLUMN 


THE SPINDLE runs in four particul 
able anti-friction bearings. The hollt 
runs in a finely adjustable plain be 
spindle and face pkite con run 
entirely independently, i. e. either 
parately or both together in which 
either run both at the same low 
the spindle runs 16 times as fast ai 
plate. This combination can be 
advantage for simultaneous boring 
of the spindle and machining of f 
means of the facing slide rest. The 
the spindle and face plate are inc 
an electric speed indicator. 




THE BACK REST 


THE LUBRICATION 


THE COOLING SYSTEM 


THE FACE PLATE 


lectricolly drive 


independent 


THE CONTROLS of 








>Si>ccific*»iion 


Diameter of spindle mrn gO 

Taper in spindle Morse No. 5 

Max. diameter for boring rnm 450 

Max. diameter for facing nim 710 

Continuous / Additional feed to spindle mm 710/355 

Max. / Min. distance centreline of spindle to top of table mm 8—900 

Max. distance facing head to bar support mm 2240 

Diameter of facing head mm 480 

Centering dia. of facing head mm 250 H6 

Width of facing head centering surface mm 6 

Working surface oftable (width x length) mm 900x1120 

Centering dia. of table mm 140 H6 

Width of table centering surface mm 5 

Automatic cross travel of table mm 1000 

Automatic longit. travel of table when in cross position mm 1100 

Automatic longit. travel of table when in longit. position mm 1000 


Speed Range: 


Number of spindle speeds -ig 

Low speed band I: speeds to spindle and facing head r. p. m. 5.6 31.5 

Middle speed band II: speeds to spindle and facing head r. p. m. 22.4 150 

High speed band III: speeds to spindle and facing head r. p. m. 180 1000 

Feeds: 

32 feeds to spindle per revolution mm/rev. 0.02—12 

32 vertical feeds to headstock per spindle revolution mm/rev. 0.02 12 

32 longitudinal feeds to table per spindle revolution mm/rev. 0.02—12 

32 cross feeds to table per spindlo revolution mm/rev. 0.02 12 

32 feeds to facing head per spindle or facing slide revolution mm/rev. 0.02—12 

32 circular feeds to table per spindle revolution 

(referring to dia. 1000 mm) mm/rev. 0.015—22 

18 feeds to immobilized spindie mm/min. 12.5—600 

18 vertical feeds to headstock mm/min. 12.5 600 

18 longitudinal feeds to table mm/min. 12.5— 600 

18 cross feeds to table mm/min. 12.5—600 

18 feeds to facing slide mm/min. 12,5—600 

18 automatic circular feeds to table on 1000 mm (39 1/2") dia mm/min. 22.5— 1 050 

Rapid traverse to spindle, headstock, table and facing slide 

(except circular movement of table) mm/min. 2400 

Rapid circular movement of table r. p. m. 1.4 

Threads: 

18 metric threads, pitch mni 0.25 12 

25 Whitworth threads, pitch t. p. i, 

R. p. m. of motor 150o 

HP of motor 75 

Floor space required (width x length) mm24S0x4950 

Net weight of machine with standard equipment kg 8150 

Weight of machine with packing kg 9450 

Weight of machine with seaworthy packing kg 9600 

Contents boxed 27 



3 1/2" 
5 

17 3/4" 


0 — 351/2" 

88 1/2" 

18 7/S" 

250 H6 
1/4" 

351/2"x441/4" 
140 H6 
1/4" 

39 1/2" 

43 1/2" 

39 1/2" 


18 

5.6—31.5 

22.4—150 

180—1000 


.0008"— .5" 
.0008"— .5" 
.0008"— .5" 
.0008"— .5" 
.0008"— .5" 

.0006"— .87" 
1/2"— 24" 
1/2"— 24" 
1/2"— 24" 
1/2"— 24" 
1/2"-24" 
7/8"-41 1/2' 

95" 

1.4 


2—120 

1500 

7.5 

96" X 240" 
18000 lbs 
20800 lbs 
21200 lbs 
950 cu. ft. 


IN ORDERING, SPECIFY PHASE, VOLTAGE AND FREQUENCY OF POWER SUPPLY! 

As improvements in design are continually being made, this specification is not to be regarded as binding 
in detail and dimensions are subject to alteration without notice. 
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ids with a pitch of 0.25 to 12 


Whitworth thread: 


interposed between the motor 
t into operation and automat- 


able is arranged for hand and power feed in the longitudinal and 
The cross ways of the longitudinal slide are reinforced by special 
tortion of the table in its extreme cross positions even at maximu 
able is provided with accurately planed T-slots for clamping the w 
or accurate location of the work or fixture. 


The bed has wide, flat, 


irately ground guides. It is adequately ribbed and enclosed at the top. 


The boring bar support for supporting long boring bars is longitudinally adjustable by hand. The bar support 
bearing can be vertically moved by a handcrank and finely adjusted by a handwheel. 


lliread Ciidins!' 


Itoriiig Ilai* Supiiort 




For drilling and boring32 rates are available transmitted from the work spindle and ranging from 0.02 to 
12 mm/rev. for the spindle feed, vertical travel of headstock and for longitudinal and cross travel of table. 
The same number and rates of feed are provided for the face plate. For milling, 18 rates for spindle feed, 
vertical travel of head and longitudinal as well as cross travel of table are available, independent of the 
spindle rotation and ranging from 12.5 to 600 mm per minute. The feed change is automatic. 

The machine is equipped with rapid motions in all directions. The rapid motions are independent of the 
work spindle rotation and act always in a direction opposite to the work feed, thus eliminating any damage 
to the work or tool. The rapid motion may be engaged automatically immediately after releasing the work 
feed. 

Automatic release of work feeds and rapid motions in both directions of the horizontal spindle feed, vert- 
ical feed of headstock and longitudinal as well as cross feed of table are accomplished by adjustable stops. 




fooling' aitneliniciii 


The cooling attachment is supplied a 
optional equipment and is necessar 
for the machining of steel and cast stee 
and consists of an electric pump wit 
piping. The coolant tank is provide 
inside the bed and is fitted with a filter 


The machine is driven by an asynchron- 
ous flanged type electric motor. Start- 
ing, stopping and reversing is by con- 
tactors controlled by pushbuttons on 
the front of the headstock. Pushbuttons 
serve for fine adjustment of the spindle 
or face plate when setting-up the ma- 
chine. 

The loading of motor is visible on the 
ammeter. 

The motor is protected against over- 
load by fuses and thermal protective 


Ntaiiidard lllqiiipiucut 


Magnifying glass 

set of spanners 

grease gun 

operating plates 

operator’s instruction booklet 


The machine can only 
3-phase A. C. for 380 






Layout <»f ('ontrolw 



32. Pin and dial for longitudinal ad- 
justment of table by hand crank. 

33. Pin and dial for circular adjust- 
ment of table by hand crank. 

34. Directional control lever for 
longitudinal, cross and circular 
motion of table. 

35. Stop for accurate locking of table 
every 90 degrees. 

36. Hand wheel for fine adjustment 
to boring bar support bearing. 


37. Pin for adjusting the bar support 
on bed and vertical adjustment 
of boring bar support by a hand 
crank. 

38. Handle for longitudinal or cross 
adjustment of boring bar support 
bearing by hand. 

39. Oil level gauge. 

40. Oil flow indicator. 


41. Switch for continuous right oi 
left rotation of main spindle. 

42. Cover. 

43. Face plate. 

44. Electric light switch. 

45. Box for change gears. 

46. Pressure lubrication of cross slide 

47. Pressure lubrication oflongitudi 

nal slide. 


1. Flanged type electric motor. 

2. Electric brake of motor. 

3. Main fuses. 

4. Master switch. 

5. Pump switch. 

6. Contactor box. 

7. Start-stop-reverse pushbutton 
switches for spindle. 

7a. Pushbuttons for setting up the 
machine. 

8. Pilot bulb. 

8a. Pilot bulb of spindle speed 
selection. 

9. Ammeter. 

10. Knob for speed selection dial. 

11. Speed selection lever. 

12. Feed and thread pitch dial. 

13. Feed range lever. 

14. Servomotor. 


25. Locking of boring depth scale in 
position. 

26. Clamping bolts of headstock, 
table and boring bar support 
bearing. 

27. Spindle locking lever. 

28. Feed trip stops for automatic 
release of feed and rapid traverse 
in all directions except automatic 
table feed. 

29. Scales. 

30. Verniers to scales. 

31. Pin and dial for cross adjustment 
of table by hand crank. 


15. Feed and rapid traverse engaging 
lever. 

16. Directional feed control lever. 

17. Locking pin to safety feed-clutch 
of work feeds. 

19. Lever for engaging the spindle 
feed. 

20. Directional control lever for fac- 
ing head feed. 

21. Central hand wheel for spindle, 
headstock, facing head and table 
adjustment. 

22. Handwheel for directional con- 
trol of hand feed and for engaging 
the rapid traverse. 

23. Boring depth scale. 

24. Vernier to boring depth scale 23. 






Claiiipiiija;' and Lcadi 
l<]lons'atioii Spindle 
Supports 

Length L mtr 

Diameter D mm 


For facing large flanges the machines can be furnished with a facing head 
arranged for hand and automatic cross feed. The facing head is fitted 
with a tool block for holding 2 square tools and with a circular hole to 
receive the tool post. 


request 






followir 


and optional equipment 


cooling attachment with electric pump, indicator, 

attachment for vertical adjustment of leading elongation spindle support, 

headstock by means of end gauges (with- clamping elongation spindle support, 
out end gauges and indicator), taper boring attachment, 

attachment for cross adjustment of table detachable boring attachment, 

(without end gauges and indicator), telescopic tool-block, 

„ .f .■ I j- ,, single or double-arm star feed facing head, 

attachment for vertical adjustment of bor- boring bars 
mg bar support bearing, spotlight. ’ 


Taper Borin; 
Atiaelnnents 


Attachment for Precision Adjustment of Headstock, 
TabSe and Uoringr Bar Support 

By using end gauges and the dial Indicator, this attachment is fully independent of 
scales and verniers normally supplied with the machine, and increases the accuracy 
of setting up to 1 /100 mm. 


Attachment for cross adjustment of table 
by means of end gauges 


Diameter of tool holder 
Adjustment of tool holder 

Maximum swing 

Length of block 

Feed mm per i 


Attachment for verticaV adjustment' of : 
headstock by means of end gauges 
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GEAR CUni KG MACHINE 
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GEAR CUTTING MACHINE Type OKU 35 


The machine is suitable for cutting straight, helical and herringbone teeth of both spur and bevel gears. It is parti- 
cularly Vv'ell suited for the cutting of herringbone gears because the gear remains undivided, without the centre gap. 
The gears are cut by means of simple and inexpensive shank type cutters with straight or helical cutting edges. The 
feed of the cutter into the cut, the rapid withdrawal of the cutter on completion of a tooth gap, the return of the head- 
stock to its starting position and the rototion of the gear by another pitch are operated by an automatically controlled 
hydraulic equipment. All teeth having been cut the machine stops automatically. 


Maximum diameter of spur gear being cut when clamped 

to front face of spindle 

Maximum width of rim of gear being cut 

Minimum and maximum number of teeth of gear being 

cut 

Maximum module 

Power of electric motor of headstock 

Weight of machine with standard equipment 


13/140 

35 

15 HP 
19600 lbs 



pi 


I .1 - 


I 
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TYPE HVF 160 D HORIZONTAL BED PLATE 


BORING DRILLING AND MILLING MACHINE 


The machine is intended for drilling, boring, reaming, milling and screwculting. It is particularly well-suited tor 
work on big and heavy objects. These are clamped to a plate separate from the machine proper. The machine 
is built as a right-hand unit, i. e. with the column and spindle head at the right-hand side and the clamping 
plate with the workpiece at the left-hand side when viewed from the operator s post. By fitting a lifting shackle 
to the column the machine can be converted to the portable type because the unit proper, i. e. the column, 
spindle head and bed are not attached to the bed plate. 


OUTSTANDING FEATURES 

HIGH POWER MAIN MOTOR 

WIDE RANGE OF SPEEDS of spindle, which runs in special adjustable anti-friction bearings, permits cemented 
carbide tipped tools to be fully utilized for boring as well as for milling. 

ELECTRIC SPEED INDICATOR of spindle as well as of face plate. 

INDEPENDENT SPINDLE AND FACE PLATE DRIVE affording most varied combinations of operations. 

FACE PLATE WITH SLIDE for automatic facing provided with a small axial movement for adjustment of tool 
into the cut (in case a milling cutter is fitted to face plate). 

CUTTING OF THREADS, metric as well as Whitworth, with current pitches. 

ACCURATE SETTING of spindle, spindle head or column by means of precision gauges with verniers or by 
dial-type error gauges. 

FEEDS AND RAPID TRAVERSES of all parts of machine can be disengaged by limit switches except tor boring 
feed of spindle which can be limited by adjustable stops. 

ALL DRIVE AND FEED SHAFTS running in anti-friction bearings. 

CLEAR LAYOUT OF CONTROLS OF WHOLE MACHINE and convenient remote control of main motor by 
electric push-buttons from any position. 


DESCRIPTION 


THE DRIVE. The machine is driven by a flange-mounted reversible squirrel cage electric motor provided with 
an »Alnico« brake outfit. The load of the motor can be checked by means of an ammeter fitted to the spindle 
head. 

THE SPINDLE HEAD is designed as a self-contained assembly with its own electric motor and complete drive 
of the spindle and face plate and of the feeds and rapid traverses. The speeds and feeds are changed by means 
of gears sliding on spline shafts running in anti-friction bearings throughout. The gears are hardened and those 
with higher peripheral speeds are ground. 

A setting of the height of the spindle on the column, accurate within 0.05 mm (0.002") can be made by means 
of the vernier on the scale. Even more accurate settings are possible with the help of the dial-type error gauge. 

THE SPINDLE runs in a special, double-row, finely adjustable roller bearing. The hollow spindle is carried in 
an adjustable tapered bush. The spindle and face plate can run mutually entirely independently, i. e. they either 
run both at the same low speed or the spindle runs 16 times as fast as the face plate. This combination can be 
used to advantage for simultaneous boring by means of the spindle and machining of flanges by means of the 
face plate slide. The speeds of both spindles are indicated by an electric speed indicator. 

THE FACE PLATE is keyed to a hollow spindle and provided with a slide for facing which moves independently 
of the spindle in either direction. The slide has its own rapid traverse, the extreme positions being limited by 
positive stops, the drive being protected against damage by a safety clutch. 


The milling tools having been set in relation to the workpiece the face plate can be moved, by hand or power, 
about 50 mm (2") outward. The drive is protected in its extreme positions by a shear wedge. 

THE FEEDS. There are two kinds of feeds; Boring feeds (in mm per revolution) acting upon the main spindle 
and face plate slide and milling feeds (in mm per minute) moving the spindle head vertically on the 
column and the column longitudinally on the bed. The main spindle feed can be limited by adjustable stops. 
The direction of feed of the face plate slide is independent of the direction of rotation of the spindle. 

SCREWCUTTING. 22 metric and 32 Whitworth threads with current pitches can be cut on the machine. The 

feeding movement of the spindle is operated by a lead screw driven off the spindle through a gear box with 

change gears. 

THE COLUMN is reinforced with densely spaced ribs. It encloses the counterweight of the spindle head. In the 
rear part of the column the easily accessible electrical equipment cabinet is fitted and also the box with change 
gears for screwcutting. The bottom part of the column rests on the bed on large guiding surfaces. The column 
is moved along the bed by means of a pinion and rack. 

THE BED. The large guiding surfaces of the bed afford perfect guiding for the column even under the heaviest 
loads. 

THE LUBRICATION of the spindle head is a central splash lubrication with the oil being circulated by a gear 
type pump. The operation of the pump is checked by a lubrication guard with a signal light. The column on the 
bed and the guideways of the spindle head are also centraly pressure lubricated by means of a hand-operated 
lubricator. The mechanism in the bottom part of the column is lubricated by an oil bath. 

THE COOLING SYSTEM is a circulating system with a coolant tank arranged in the bed. The coolant is ciicu- 

THE BACK REST is supplied only to special order. The boring bar support is moved on the column of the back 

rest mechanically by an independent electric motor or by hand by a hand wheel by means of which it can be 

accurately aligned with the spindle with the help ol the vernier on the scale or a spirit level. 

THE CONTROLS of the machine are simple and conveniently laid out. The main motor is controlled by electric 
push-buttons fitted on the spindle head and also on a portable hook-on box. To facilitate changes of tools, 
adjustments and the sliding of gears a special electrical push-button is provided on the spindle head by means 
of which the machine is started and kept running only as long as the push-button is being held depressed. 

The controls of the clutches, of the engagement of speeds and feeds as well as the controls of all hand and 
power feeds of the spindle, face plate, face plate slide, spindle head or column are suitably centralized on the 
spindle head and marked by appropriate plates and tables, v/hich are easy to read. 
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: and the torque on spindle of 200 
of drilling in alloy steel 100 kg/mm- 
2 el drill up to dia. 1 5 mm. The spindle 
p. m. in 8 speeds enables economical 
) mm in all commonly used materials, 
speed bands each having 4 speeds: 


THE HEADSTOCK is vertically adjustable and may be swivelled 
on the column. The speeds are changed by shifting the belt on 
the 4-step pulleys, after having removed the deadstock cover. 
The spindle is driven by a V-belt with provision of tension 
adjustment. The speed bands are changed by the switch of the 
main drive motor which also serves for starting and stopping 
the motor. The spindle is fed by hand. 


machine is at rest, by pourii 
of the driven pulley. 


DRILLING MACHINES 


V 16. VS 16 






SLOTTING MACHINE « ; , 

MODEL HOV 16 *i^ 

^ " j- . 

This machine is intended for smaller work- t.‘ i' ^ ^ 

shops with single part or series production. Its t‘ I . j 

outstanding features are great output, as well 

as high precision and cleanliness of work. All ' 'm 

controls are centraHzed to be easily accessible 

bed. At the bottom of its front side it has the — ' ' - _ , 

prismatic guides for the knee and at the top , m S. faljW 

the surface for the ram-ways. ^ 

THE DRIVE is byV-belts from the motormount- / j 

ed on a hinged plate inside the lower pari ij 

of the column, through a multi-plate clutch to y 

the reduction gearing in the upper part of the — Jj "'ZlCl 

column, whence the power is transmitted by I \ 

an eccentric to the ram. For correct belt ten- j | 

sion adjustment the hinged plate is swung I 

down. The desired number of up and down J |P»’ 

sfrokes is sef by shiffing fhe reduction gears » m 

with fhe aid of a lever arranged on the right- ^ W' w 

hand side of the column. The machine is start- 

ed by a multiple disc clutch and stopped by A i, 

a mulfi-plate brake enabling the instant stop- 
ping of fhe ram in any position. The clutch 
and fhe brake are adjustable and after remov- 
ing fhe cover on fhe left-hand side of fhe column they are easily accessible. Three ram speeds are available. 
I HE RAM made of cast steel is flat and of rigid construction. The play in the guides of fhe ram which may be 
swung up to 5 deg. in both directions, is eliminated by a taper gib. The tool lifter operates automatically. 

THE FEED ATTACHMENT is located on fhe right-hand side of the column. The feed is infinitely variable within a 
range of 0.1— 0.6 mm per double stroke, both with the machine running and at rest. The feed rate is read on a 
dial provided on the feed box. 

The fable is of the circular type and has three parallel T-slofs. In its centre it has a centering taper hole for circu- 
lar cuffing. Its circumference is divided into 360 divisions. For accurate setting of any number of divisions (as per 
the table) a special dividing attachment for indirect indexing is provided. 

THE TABLE FEED is longitudinal, cross or circular and proceeds either by hand or automatically. A safety clutch 
protects fhe fable from overload. 

THE LUBRICATION of the driving mechanism and of the ram is automatic by fhe central system. An oil pump 
supplies the oil through a filter to the tank whence it is distributed to all individual oilling points. Correct func- 
tion of the pump may be watched in the sight windows. 

STANDARD EQUIPMENT: 2 tool boxes, fool box with tool lifter, sef of spanners, 3 V-belts and motor pulley, elec- 
frical equipment including motor with hinged plate, indexing attachment, operating instruction booklet. 


SPECIFICATION: 

Maximum height of stroke 

Diameter of circular table 

Width distance between T-slots 

Vertical travel of table 

Cross travel of table 

Longitudinal travel of table 

Distance, tool edge to column 

Distance, tool edge to ram guide 

Distance, clamping surface of table to lower end ot ram guide . 
Maximum distance, tool to clamping surface of table 

Ram guide swivels in both directions 

Number of speeds 

Number of up and down strokes per minute 

Maximum pulling power 

Feeds, infinitely variable: longitudinal feeds, ranging from . 

cross feeds, ranging from 

Main drive motor; Speed 

Output 

Floor space required (widthXlength) 

Weight of machine: with standard equipment 

with railway packing 

with seaworthy packing 




71—112—180 
kgs 350 

mm 0.1— 0.6 


r.p. m. 1400 

HP 2.04 

mm 930X1200 
kgs 1050 

kgs 1100 

kgs 1300 


6.3" 

12.6" 

0.55"/3.14" 

10.6" 


10.4" 
3.94" 
10.6" 
11" 
5 deg. 
3 

71—112—180 
lbs 770 
0.004"— 0.0236" 
0.004"— 0.0236" 
1400 
2.04 
37"X47" 
lbs 2320 
lbs 2420 
lbs 2860 



IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY I 
As improvements in design are continually being made, this specification is not to be regarded as binding in 
detail, and dimensions are subject to alteration without notice. 



coolant supply in which 
Lighting. The workinj 


equipped only with a pipe line and tap. 
is illuminated by a reflector mounted 


I 



The Table of the V5 16 machine is of the angular type with hori 
clamping surfaces. It enables the clamping of long parts to be bored in the 
tion of their axes. The table rests on a bracket wh 


n the dire 
ically adjustable ai 


standard Equipment: Electric motor to suit three-phase current 380 volts 
50 cycles (motor for another voltage and phase is supplied oniy on special 

headstock and table, ejector. 


SPECIFICATION 


Type 

Drilling diameter 

Drilling depth 

Taper in spindle 

Clamping surface of base plate 

Clamping surface of angular table: horizontal surface . 



:, end of spindle to clamping surface of base plate: 
e, end of spindle to clamping surface of angular table; 


Distance, centre line of spindle to centr 

Vertical motion of headstock 

Vertical motion of bracket with table . 
Spindle speeds: 

Speed band I ranging from . . . 
Speed band II ranging from . . . 

Maximum torque on spindle 

.Main drive motor: Speed 

Output 

Floor space required 

Weight of machine; 

with standard equipment . . . . 

packed for rail 

packed for overseas 


12 3 / 4 ” 

13 1 / 4 ” 
16 1 / 4 ” 


355-1400 

710—2800 

200 173 lbs. in 

700—1400 

0.8, 1.1 

965 ,480 38”x18 3,/4’ 


700—1400 

0.8/1 .1 

530x1030 21’ 


295 


650 lbs 


1000 lbs 
1120 lbs 
1200 lbs 


mprovements in design ai 


continually being made, this specification is ni 


820 lbs 54 

o be regarded as binding in detail, and dimensions 
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SPECIFICATION 


TYPE HD 16 


TYPE HD 20 A 


Planing width 
Planing length 
Planing height 
Clamping surfa 


2000 (78. 


4000 to 12000 
1600 (63") 
1400x4000x12000 
(55" X 13'— 39.4') 


2000 (78.7") 
1800—4000x12000 


(width x-length) 


toolhead 


Number of cutting and i 

Model 1. 

Range of cutting and ret 
Maximum drawing force 
Input power of motor 

Model 2. 

Range of cutting and ret 
Maximum drawing force 
Input power of motor 

Model 3. 

Range of cutting and ret 
Maximum drawing force 


ifinitely 




-5 to 50 feet 


approx. 


(2090C 


ipeeds, approx, metres per 


207 feet 


8000 (17600 ib.) 


speeds, approx, metres per 


-26 to 263 feet 


6300 (13900 Ib.) 


feeds 


Maximum load of cable by workpiece ........ 

per 1 metre of planing length 

per 1 foot of planing length 

Maximum load of 1 fool head 

Input power of motor for rapid traverse of crossrail 
Input power of motor for rapjd traverse of tool heads 
Weight of machine with standard equipment 

(4000 mm = 13 ft. planing length) approx 

Weight per 1 metre of planing length approx. . . . 

per 1 foot of planing length approx 

Weight of machine with seaworthy packing .... 

(4000 mm = 13 ft. planing length) approx. 

Weight with seaworthy packing 

per extra metre of planing length approx 

per extra foot of planing length approx 


2000 

1340 

5500 (12125 Ib.) 


kg 37000 (81600 Ib.) kg 43000 (95000 
kg 3500 A 

Ib. 2350 3 


47000 (103600 1b.) kg 53000 (116844 1b.) 


WHEN ORDERING, SPECIFY PLANING LENGTH. TABLE SPEED, VOLTAGE, PHASE 
AND FREQUENCY OF POWER SUPPLY 

As improvements in design are continually being made, this specification is not to be regarded 
binding in detail, and dimensions are subject to alteration without notice. 


are High Speed, Heavy Duty Machines of particularly rigid design 
which ensure a high grade of the machined surfaces even for the 
heaviest operations. The precise workmanship of the machines 
guarantees that the machined surfaces are precisely parallel and 
accurate within 0.01 mm per 1 metre of planed length. The high 
capacity of the machine allows cemented carbide tipped tools to be 
used, particularly for the machining of cast iron. 


STII!UEXI>aBT 


PRAHA « CZECHOSLOVAKIA 
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Printed in Czechoslovakia 



TYPES HD 16 AND HD 20A DOUBLE HOUSING PLANING MACHINES 


are manufactured in two sizes, one with a planing width and height of 1600 mm (64-) 
designated the HD 16, and the second with a planing width and height of 2000 mm (BO ) 
designated the HD 20A. Both sizes are available for various planing lengths of fronn 4000 
to 12 000 m(13'to 40'). Machines built for a longer planing length permit several large 
objects to be machined simultaneously when clamped to the table in succession, which 
considerably cuts down the average working time necessary for the m3C,,ining of one 
piece. 

The machines are supplied in three models having different maximum table speeds with 
an upper limit of 50, 63 or 80 metres (164, 207 or 263 feet) per minute. 

The machines are normally equipped with two rail heads on the crossrail and a right- 
hand sidehead. They can also be supplied to special order with a left-hand sidehead. 
Outstanding features common to all models are the easy way of setting up the machines 
for any required job and ease of operation, rendering the machines economical both 
in single part manufacture and quantity production. 


DESCRIPTION 


The Bed consists of three parts: the longest central part and two end extensions. It is of 
a rigid lattice design, provided with heavy ribs and reinforced in the centre. The two 
Drismatic puidewavs for the table are planed, ground and scraped if necessary. 


prismatic guideways for the table are planed, ground a 
The Table Drive. For the drive of the table a Ward-Leon.ard control is used with an 
infiniteiv '/ariable speed regulation within a range cfl : 10. This control system consists 
of a motor-generator for the generation of direct current, an exciter set and a variable 
speed motor coupled to the driving mechanism of the table by means of a flexible 
coupling. This arrangement affords infinitely variable regulation of the motor speed 
and, with it, of the table speed as well as a reversal of the table in its end positions. 
This arrangement considerably reduces working times as compared to older methods 
of reversing drives with clutches. 

The central box-shaped part contains the main driving mechanism of the table. The 
gears for the transmission of motion to the rack of the table have helical teeth and 
ensure a smooth transmission of power. They are made of high-grade steel and cast 
steel. Gears for higher peripheral speeds are ground. 

The Table. The cast iron table, which is heavily reinforced with ribs and of rigid con- 
struction consists, in cases of greater planing lengths, of two parts. The upper surface 
of the table has T-slots for clamping and holes for stops. The guideways of the table are 
lined with an artificial layer-forming material which protects them against seizing and 
substantially reduces wear of the bed, Oil wipers are arranged at either end of the table. 
A knife-type brake prevents the table from moving beyond the limits corresponding to 
the maximum travel and thus it increases the safety of the machine in operation. 

The Housings are bolted to the table and form, together with the cross member, a per- 
fectly rigid frame. The large cross section of the housings and the ribs arranged inside 
ensure smooth action and reduce vibrations to a minimum. At the front of the housings 
are the guides for the crossrail and for the sideheads. On the inner sides of the housings 
guideways are arranged for clamping the crossrail in position. 

The Cross Member, which is of generous dimensions and reinforced with ribs, is fitted 
to the top seating surfaces of the housings. It joins the housings very rigidly and prevents 
them from being distorted by the cutting resistances transferred to them by the side- 
heads and crossrail. 

The Crossrail is designed as a single heavy unit, the front part of which is provided with 
guideways for the rail heads. The rear part is generously reinforced with ribs, which re- 
duces distortions due to the cutting resistance to a minimum. The crossrail is automati- 
cally clamped to the housings by means of a hydraulic device arranged in the centre at 
the rear of the crossrail. Thus the cutting resistance is transmitted to the housings. The 
crossrail is vertically adjusted by means of a push button controlled rapid traverse. 


! 

The Rail-heads on thecrossrail and thesi- 
deheads have hand and power feed and rapid 
traverse in horizontal and vertical direction. 
The sideheads (the left-hand one of which 
is only supplied to special order against 
extra charge) have their own feed-box. The 
tool head slides can be swivelled from their 
neutral positions through as much as 60" 
either way. The rail-head slides on the cross- 
rail are balanced by means of a counter- 
weight and a system of pulleys. This facilit- 
ates their adjustment by hand. The lifting of 
the tool-boxes is effected automatically hyd- 
i raulically. The hydraulic feeds have two 

; ranges with an infi nitely variable adjustment, 

' the ranges beingO to 4 mm (5 32 ") and 0 to 

22 mm (25 32") respectively per stroke of 
the table. Both rail heads on the crossrail and 
both sideheads can either be operated in- 
dependently or simultaneously. This second 
possibility contributes chiefly to a sub- 
stantial reduction of machining times and 
eliminates frequent clamping of the machi- 
ned part. 

The Feed Boxes are fitted at the right-hand 
side of the crossrail and on each sidehead. 
Each feed box contains a hydraulic feed 
cylinder and a motor for the rapid traverse, 
i he direction of the rapid cravei^se 1; the 
same as that of the power teed, me gears 
of the feed box run in an oil bath. 

Lubrication. The table guideways are lu- 
bricated by an individual oil pump pro- 
vided with an adjustment for oil pressure. 



Pump of hydraulic system 



of crossrail on housings 







-if"-' 



^I4 

PlMv 









View of crossrail. One railhead is tilted 


Dimensional drawing 


Oilrunningofftho guide ways collects on the top surface of the bed and drains into sumps intne ex tens ions 
at either end of the bed, and from there into the tank in the central box-shaped part of the bed, 
whence it is drawn by the pump, and once more delivered through a lamination type filter to the bed- 
ways. The gears of the table drive are also lubricated by an oil pump of their own. The railheads on 
the crossrail and also the sideheads are lubricated with oil flowing by means ofgravity or of wicks from 
oil containers. 

Operation. All movements of the tool heads and crossrail are remote controlled by means of push button; 
from a portable hook-on control box as well as from the control desk. When the rapid traverse of the 
crossrail is engaged the crossrail is automatically undamped, and when the rapid traverse is stopped 
it is automatically clamped again. 

When the machined part is being clamped to the table, the starting push-buttons can be locked fron 
the control desk to prevent the table from being started by oversight. 

Standard Equipment. Two railheads on the crossrail, one right-hand sidehead, drive by means of Ward 
Leonard set consisting of main electric motor, D. C. generator directly coupled to three phase slip-rinj 
electric motor for connection to the power mains, oil immersed rotor starter, controlling elements in 
eluding exciter (amplidyne), protective switch, distribution box, control desk and portable hook-on con 
trol box, spanners and operation instruction booklet. 

Optional Equipment. Left-hand sidehead with automatic tool-lifter and hydraulic mechanism. 
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SPECIFICATION: 


Planing width 

Planing length 

Planing height , ' 

Clamping surface of table (width X length) . 
Vertical movement of fool slide .... 
Number of cutting and return speeds . 


mm 1250 50" 

mm 3000 to 1 2.000 1 0 to 40 feet 

mm 1250 50" 

inm 1100X3000—12.000 44" Xl O'— 40' 
mm 250 10" 

Infinitely variable 


MODEL 1 

Range of cutting and return speeds, approx, metres per min. 

Maximum drowing force 

Input power of motor 

MODEL 2.: 

Range of cuffing and refurn speeds, approx, metres per min. 

Maximum drawing force 

Input power of motor 


3 5to50 10— 16to164feelpermin. 

kg 10000 22000 lbs 

HP 60 


3—6.3 to 63 1 0—21 to 207 feet per min. 

kg 8000 17600 lbs 

HP 60 


Range of cutting and return speeds, approx, metres per min. 

Maximum drawing force ^9 

Input power of motor ■ 

Carriage feeds f”"’ P®*' 

Tool slide feeds mm per stroke 

Input power of rapid traverse motor o cross rail ■ ■ ' 

Input power of rapid traverse motor of heads . . . . HP 

Maximum loading of table by workpiece per metre ol planing length kg 

Maximum load per head 

Weight ol machine with standard accessories 

(3000 mm— 9'10" planing length) approx kg 

Weight per extra metre of planing length approx kg 

Weight of machine with seaworthy packing 
(3000 mm— 9'10" planing length) approx. 

Weight with seaworthy packing per extra metre of planing length, 
approx 


Volume of seaworthy packing (boxes) 3000 mm— 9'10" 
planing length approx 

Volume per extra metre of planing length 

per extra loot of planing length .... 


cubic metres 
cubic feet 


3—8 to 80 
6300 

0.25 to 20 
0.125 to 20 


10—26 to 263 feet per min. 
13900 lbs 

60 

0.01" to 0.8" per stroke 
0.005" to 0.4" per stroke 


1000 2200 lbs 

3500 7700 lbs 

22000 48500 jbs 

27000 59500 lbs 

2900 6400 lbs 


29 

1024 

3.2 

35 



STANDARD EQUIPMENT: 

Two rail heads, one right-hand sidehead, drive by means of Ward-Leonard set consisting of main electric . mpfor, 
D C. generator direct coupled to three phase slip-ring electric motor for connection to three phase power mains, 
oil immersed rotor starter, controlling elements including exciter (amplidyne), protective switch, distribution box, 
control desk and swivelling control box, spanners and operator's instruction booklet. 

OPTIONAL EQUIPMENT: 

Left-hand sidehead with automatic tool lifting device and hydraulic mechanism. Grinding attachment. 

WHEN ORDERING, SPECIFY PLANING LENGTH, TABLE SPEED, 
and voltage, PHASE and FREQUENCY OF POWER SUPPLY. 

As improvements in design are continually being made, this specification is not to be regarded as binding in detail, 

and dimensions are subject to alteration without notice. 


STHOJEXJFOHT ■ praha = Czechoslovakia 


Prlnltd in Cxechoslovakiip. 



DOUBLE HOUSING PLINING MACHINES 
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-e High Speed, Heavy Duty machines of particularly rigid design which ensure a high grade of machined 
trfaces even for fhe heaviest operations. The precise workmanship of fhe machines guarantees fhaf 
lachined surfaces are accurately parallel and true within 0.01 mm per 1 mefre of planed Jength. The high 
npacify of the machine allows cemented carbide tipped tools to be used, particularly for the 
lachining of cast iron. 


COK 53713a-; 



DESCRIPTION: 


HD12 



OUTSTANDING FEATURES; 


1. Wide range of cuffing as weii as return speeds which are infinitely variable. 

2. Simple and direct fable drive affording high speeds and quick reversal. 

3. Rapid traverse of all railheads and sideheads and of cross rail. 

4. Exfra low speed for special applications confroiled by merely pressing a push-buffon. 

5. Continuous checking of table speeds and load on drive. 

6. Simple and quick change of feeds without interruption of work. 

7. Hydraulic clamping of cross rail. 

8. Hydraulic and infinitely variable feeds of railheads and sideheads. 

9. Hydraulic lifting of fools on all railheads and sideheads in any position of tool head. 

10. Rigidity of whole machine and high-grade workmanship permitting full utilization of cemented carbide 
tipped tools. 

11. Arrangement ot table drive with motor below floor level allowing the bed to be well stiffened with 
ribs and reinforced at point ot table drive. 

12. Pressures produced by machining absorbed by rigid gibs at tool head. 

13. Special locking ot railheads and sideheads and slides in any position eliminating vibrations ot tool 
head even at highest outputs. 

14. Flexible coupling belween motor and bed eliminating vibrations. 

15. Control of movements ot all railheads and sideheads by means of a single lever. Remote control of 
these movements permitting operation from either end of cross rail. 

16. Push-button control of machine arranged in swivelling box permitting operation from either side 
of machine, 

17. Knife-brakes protecting table from overrunning bed. 

18. Method of lubrication suitably chosen to afford uniform lubrication at all speeds. 


THE BED forms a strong and rigid box. Densely spaced ribs and strong walls reinforce 
fhe bed against all stresses and vibrations even at the highest cutting speeds and a full 
load ot the bed. The central part ot the bed has a higher cross section for attaching 
the housings which form a rigid unit with the bed. The bed rests with its entire length 
on the foundation. A double prismatic guideway ensures permanent accuracy in both 
planes even under the most difficult working conditions. 

THE TABLE has a high cross section and is well reinforced with ribs both longitudinally 
and crosswise so that it forms a rigid unit even for the greatest planing lengths. The sliding 
surfaces ot the table are lined with an artificial layer-forming material which protects 
them against seizing and reduces wear of the bed. The clamping surface of the table has 
a substantial allowance for wear and can be replaned repeatedly when worn. Deep 
T-slots and holes tor stops afford universal clamping. An odd number of T-slots has been 
chosen for jigs and clamping fixtures. The pockets arranged at the ends of the table 
to stop chips from dropping on the bed can be extended and raised by means of sheet 
metal covers when high objects are being machined. 

THE HOUSINGS are box shaped and have an almost square cross section. They are 
reinforced with densely spaced nbs. Joined with Ihe bed and the upper cross member 
they form a strong and rigid unit resisting vibrations even at high speeds of machining. 

THE FEED AND LIFTING OF TOOL HEADS are hydraulic. The movement of 
the distributing slide is synchronized with the movement of the table. The hydraulic fluid 
tank with the pumps, pump motors, distributing slides and pressure reducing valves 
is arranged behind the right-hand housing. The pressure of the hydraulic fluid can be 
adjusted by means of the pressure reducing valves which are easily accessible. 

The tool head pin, around which the tool head swivels tor the return movement of the 
table, is relieved of stresses and shocks caused during operation when the tool strikes the 
work piece. The pin is not subject to any wear and the tool head operates with a minimum 
of play even when the load of the machine is at its maximum. The tool does not bounce 
off when it strikes the work piece. This increases the life of the cutting edge of fhe tool 
and improves the quality of the machined surface. The tool, which is subjected to shocks 
and considerable stresses, is clamped between grooved and hardened jaws. 

The automatic hydraulic tool litter works equally eh'icienfiy in all positions of fhe tool 
head. The lifting of the tool can be stopped by pushing in a pin which locks the tool 
head in position. After completion of the return movement the tool head is returned to 
its cutting position by a spring which can also be cut out of operation by turning a knob 
when it is necessary to lift the tool by hand. 

The fool head as well as the tool slide are locked in their positions by tapered locking 
gibs which draw the slide and the head into the prismatic guideways all along their 
surface. The tool head, which swivels 60* either way,- has a dual attachment securing it 
to the head slide and is provided with a hand wheel for accurate setting of the tool. 
The hand wheel can easily be reached even in the higher positions of the head. 
The screw of the tool slide runs in bqll bearings without any end play. It is provided with two 
nuts, one of which rotates and serves for eliminating backlash. The lubrication of the 
whole tool head is centralized so as to simplify attendance. 





THE CROSS RAIL is of generous proportions, reinforced wifh a large number of ribs and ifs 
deep design has been chosen to resist the combined stresses produced during planing. The clamping 
of the cross rail is hydraulic and particularly sturdy so that the clamped cross rail forms with 
the housings a remarkably rigid carrier. The clamping force is easy to adjust. 

The cross rail is raised and lowered by means of rapid traverse. The rapid traverse motor is fitted 
in the top cross member. The transmission to the elevating screws is arranged by means of a worm 
gear rotating in anti-friction bearings in an enclosed box with an oil bath. Special safety nuts are 
provided securing the cross rail in case of complete wear and stripping of threads of the elevating 
nuts. In the case of uneven wear of the elevating screws and nuts the horizontal position of the cross 
rail is adjusted by means of qn adjustable coupling. A limit switch prevents the rapid traverse from 
moving the cross rail to its extreme position where it would hit the top cross member. The rapid 
traverse of the cross rail is interlocked with the clamping arrangement. 

THE RAIL HEADS. The controls of the feeds and rapid traverse of bofh rail heads are arranged 
af the righf-hand as well as the left-hand side of the machine. Each head has jts own control rod running 
through the entire length of the cross rail with the appropriate distribution box behind the heads. 


There are sliding levers on the rod on either side of fhe head. All four directions of feed are controlled 
by means of a single lever. The distribution is ar.i'anged so that the selected dii'ection of feed can be 
engaged immediately, irrespective of the momentary position of the corresponding gear. All the 
directions of rapid traverse are also controlled by means of this lever and the rapid traverse is 
engaged by means of push-buttons on the swivelling box or on the control desk. The selection of 
directions of feed of the two rail heads is mutually entirely independent. The accurate approach of 
’l the tool fo the work piece controlled directly from fhe operator's position is facilitated by pawls 

i on the heads. By means of the pawl the head can be moved horizontally as well as vertically, 

the appropriate direction of feed having been set beforehand by means of the control lever. 

The rate of power feed of the heads is infinitely variable by hand by means of a hand crank 
even during operation of fhe machine. The rate set is indicated on a dial. One of two ranges, 
one covering low, the Other one medium and high rates, can be selected by means of a lever on 
the feed box. The double range affords accurate adjustment of fhe feed required which influences 
the qualify of the machined surface and the accuracy of the'dimensions of fhe machined object. 

The feed and rapid traverse mechanism is protected against overload by a safety clutch. 


THE SIDEHEADS have independent feed and rapid traverse mechanisms. The control of the 
directions ot feed is centralized in a single lever. The rapid traverse is engaged by means of a push- 
button on the swivelling box or on the control desk. The rate of teed is set independently of the rail 
heads. 

The sideheads are balanced by counterweights, which facilitates manual as well as power operation 
and reduces fhe wear of the nut of the vertical screw to a minimum. The tool head as well as the side- 
head slide are locked in their positions by means ot tapered gibs which draw the slide and the head 
into the prismatic guideways all along their surface. Due to this arrangement the slide as well as 
the head resist heavy pressures in any direction and transmit them to the housing without any play. 
The tool head, which swivels 60" either way, has a dual attachment securing it to the sidehead slide. 
The tool head is provided with a hand wheel for accurate setting of the tool. The screw of the tool 
head runs in ball bearings and is provided with two nuts, one of which rotates and serves for eliminat- 
ing end play. The tool head is provided with an automatic hydraulic tool lifter working equally effici- 
ently in all positions of the tool head. It is returned to its cutting position by a spring. The tool lifter 
can be out of operation for internal planing. The tool head pin, around which the tool head swivels 
for the return movement of the table, is relieved of stresses and shocks caused during operation when 
the tool moves into the cut and is therefore not subject to wear. Due to this arrangement, accuracy is 
maintained even under the heaviest loads of the head. The tool does not bounce off when it strikes 
the workpiece which increases the life of the cutting edge of fhe fool and improves the quality of the 
machined surface. The tool is clamped between grooved and hardened jaws. 

THE TABLE DRIVE. The table is driven by an electric motor fed from a Ward-Leonard set and 
arranged below floor level. It is coupled to the driving pinion in the bed by means of a flexible 
coupling by which silent operation is achieved. The pinion as well as the other gears run in antifriction 
hearings. Particular care has been devoted to the design of the bearings ot the gear engaging with 
the rack of the table. They are adjustable taper roller beorings. The arrangement of the driving 
motor below floor level enables the size of the gearing to be selected to ensure a tong life and low 
stresses. 

The main driving gear is in fhe centre ot the bed and power is transmitted to it by a double helical 


gear. Thrusts are mutually balanced. Silent operation is guaranteed by careful machining and by a 
large number of teeth of the pinions. The drive is short and direct which reduces rotating masses to a 
minimum. This in turn reduces the current surges produced when the table is reversed. The motor has its 
own cooling system which draws air from the space inside the bed to which chips and other impurities 
have no access. The gears and anti-friction bearrings are lubricated by means of an oil spray from 
an independent oil pump. 

THE WARD-LEONARD SET. The wide range of speeds enables cemented carbide tipped 
tools to be taken advantage ot, particularly for the machining of cast iron. The control of the mo- 
vement of the table is centralized on the swivelling box and on the control desk. The swivelling box 
enables the machine to be operated from either operator's post. The cutting as well as return speed 
is infinitely variable by means of push-buftons from the control desk even during operation. A tacho- 
meter indicates the momentary speed of the fable. The load produced by the cut being taken can also 
be continuously followed on the load indicator. Apart from the push-buttons for the cutting and 
return movements of the table and for stopping the table, the swivelling box and control desk also 
contain a push-button for low speed (about 3 metres or 10 feet per minute). This speed is used for 
observation of the machined surface and for indication. 

THE LUBRICATION OF THE TABLE is arranged by means of an independent oil pump 
which ensures a uniform film of oil between the guiding surfaces and, as a result, a high degree of 
accuracy of the machined surface. The wipers at either end prevent impurities from penetrating be- 
tween the sliding surfaces, which therefore keep their accuracy for a long time. Oil is supplied by an 
oil pump through an oil filter. Its quantity and pressure can be adjusted as required. 

SAFEGUARDS OF THcTABLE. in view of its high speeds, the iabie is provided which a knife 
brake to ptevent if fi om overiunnirig the bed in case lire ruck bhould yei oui of inesn wnn rne niuiu yeur. 
Adjustable knives are fitted at either end of the bed and a ruler fitted to the table runs over these knives. 
The rulers are exchangeable. This brake is very efficient, yet it acts smoothly without harmful shocks. 
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HACKSAW MACHINE FOR RAILS Model 
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A portable, hand-operated machine for cutting rails at the working place 

The saw frame is moved by the reciprocating motion of a hand lever and automatically fed into the cut. 
The feed rate can be easily changed by tightening or loosening a knob on the hand lever. The clamping 
of the machine is easy, quick and reliable. The saw is set into the cut by means of a hand crank. 

Specifications: 


Length of saw blade . • • • • • • 

Time required for cutting a standard rail 
Overall dimensions: Height , . . . - • 

Width . .. . . . • . 

Length . ...... 

Weight of machine ... • . • • • ■ • • 


about minutes 


about kg 


STHBJEXfBHT 

PRAHA- CZE CHO S LOVAKI A 


Printed in Czechoslovak! 
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POWER -OPE RATED SLEEPER DRILL Model MPV 

This machine eliminates the tiresome operation of drilling holes In sleepers by means of a 
hand drill or a portable electric drill. The machine is adapted for drilling direct on the 
open line. 

A standard twist drill is used for the operation whereby drilling with templates is made 
possible. The Ingeniously arranged feeding of the drill into the cut makes the operation 
very easy so that the worker can pay all his attention to the adjustment of the twist drill. 
Thus the operation Is speeded up and a high output is obtained. The drilling depth is 
readily adjusted by an adjustable stop. 


SPECIFICATIONS: 

Maximum diameter drilled nim 

Maximum drilling depth 

Taper in spindle Morse 

Over-all dimensions of machine: Length nnm 

Width mm 

Height mm 

Weight of machine 

Dimensions of box mm 


20 
140 
No. 2 
1700 
550 
850 
70 

2000x700x900 
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Driving motor: A gasoline motor of the vertical type, air-cooled, two-stroke, one-cylin- 
der, cylinder capacity 150 ccm, with starting belt. Output 2 HP, speed 
3000 r. p. m., with reduction of 1 : 2 to 1500 r. p. m. 


STROJEXFBST 

PRAHA • CZECHOSLOVAKIA 


COK 52912 a - 5912 


Printed in Czechoslovak 
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This machine is designed for the economical reboring of locomotive slide valve chest. The 
oi)eratioii can be performed directly on the locomotive Avithont dismantling the cylinder. The 
machine is built for a high capacity boring and with the fact in mind that hard alloy tools will 
l:)e used Avithin its lifetime. 

GENERAL DESCRIPTION: 

The machine is fastened on both sides by clamping arms and interpieces to the bolts holding 
the covers of the slide valve chest. The clamping arms are guided both on the box of the machine 
and on the end bearing in circular guidcAvays and can be adjusted to any number of bolts of 
the slide vah-e chest. The interpieces enable an easy access to the boring head to alloAV micro- 
metric adjustment of the tools. The boring spindle carries the tool head to Avhich the tools are 
clamped. The tool heads are interchangeable to suit the boring diameter. 

The spindle speeds are changed by a handlcver on the three-speed gear box. Six different 
s])indlc speeds Avithin the range of 16—87 r. in m. can be obtained by using a pair of change 
gears. 

The spindle is driven by V-belts from the electric motor through the gear-box and Avorm gears. 
The tool is fed into the cut by a scrcAV mounted in the boring spindle. It is driven from a differ- 
ential four-speed gear-box. The feed rate is adjusted by tAvo handlevers. After disengaging 
the gears in the feed box the tool head can also be moved by a hand crank. For the poAver 
coarse adjustment the rapid traverse is employed. 

The machine is equipped Avith tAVO tAVO-part centering stars the micrometrically adjustable bolts 
of Avhich are pre-set to suit the cylinder diameter. The stars enable a quick adjustment of the 
boring spindle accurately into the centre of the spindle cylinder. After the spindle has been 
centred the stars can easily be removed. 


■ iiHiiiiil 
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The iiicK'liiiU' is also provided with a limit switeli 
wliieli aiitomatieally euts out the motoi' at1('r 
the oi)ei‘a1ioa has been finished. 

When using two tools elain])ed diametrically in 
the liead tlu' machiiu' works with exeei>tional 
aeenrae>' and a snpei'finished suid'act' isohtained. 
1'he imudiine is sui»plied with the following 
stauidard (M!iiii)ment : (k)mi)let(' eh‘ctrical etpiip- 
inent compidsing one 14-00 i‘. p. m. electric motor, 
'1 pusli inittons, 1 switch, 1 roiuacior, 1. limit 
svviii'ii arid laioie wiui i iwo-jion,' snuKi’i iuiu 
two-pole ])lng's. 


In addition, each machine is ecjuipped 
with the following accessories: 

6 arms ivith chimping bolts 

2 centering stars 

3 tool heads 

1 end bearing with switch and cable 
6 interpieces 

a interchangeable centering Inwhes 
IS arm inserts 

2 M 12 bolts 

I socket wrench 14 mm 
I socket wrench 10 mm 
1 socket wrench 41 mm 
6 nuts 7l8” 

1 crank 
1 pattern tool 

^ ini crcharw cable centering screu"'' 

4 gears im- spindle speed change 

1 operator’s instruction booklet 


8 P P: C I F I C A T I 0 N S : 



M e t i‘ i : 

PI n g 1 i s h : 

Diameter of spindle 

mm 90 

3.54“ 

IMin. diameter bored 

mm 100 

0.3“ 

Max. diameter l.)ored 

mm 400 

15.7“ 

iMax. length of locomotive cylinder 

mm 1000 

51“ 

Spindh' sjieeds 

. . !■. p. m. 10, 2*2, :n, 44, 02, 

87 l(i 22, ;J1, 44, <)2, 87 

Feeds 

. . mm/i-ev 0.05, 0.3, 1,10 

!.()“ 25.4“ 8.5“ 51“ 

AFotor: Speed 

!•. ]). in. 1400 

1400 

Output 

kW 2.2 

2.2 

Dinuuisions of machine: Length . . 

mm 2800 

110“ 

Widtli . . 

mm 000 

23.0“ 

Height . . 

mm 050 

25.5“ 

Weight (d‘ machine: with accessoines 

kg 800 

1770 lbs 

with 1 )a eking 

kg 980 

2100 lbs 

Avith s('a worthy \ 

lacking . kg 990 

2180 lbs 

C ontents boxed 

nr^ 1.89 

07 cu. ft. 


IN OKDEIUNG, SPP^CIFY VOLTAGP:, PH YSE AND FREQUENCY OP^POWER SUPPLY! 

As improvements in design are continually being made, this s])eeification is not to be regarded 
as binding in detail, and dimensions are subject to alteration without notice. 


aaiiM 














Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 





r’ 

? 

s 

S 


^ ; B 2405 3245 4095 

0 C 3475 4515 5365 
p D ' MOC 20JQ 2000 ^ 
j ^ 0 3200 4000 4S50 
p F 495 563 608 

1 i G 1070 1270 1270 
I H 3785 4617 4617 


i 



TYPE VR 8 RADIAL DRILLING MACHINES 

Are intended lor the drilling and boring ol holes and cutting of threads 
in big and complicated machinery parts. There are many uses for them 
in individual manufacture as well as in quantity production. Due to 
the short limes required lor the setting-up of the machine they surpass, 
in many respects, horizontal boring machines if used with suitable jigs. 

The machines are manufactured in three designs; 

Model VR 8 with useful length of arm 2500 mm (1 00 inches) 
Model VR 83 with useful length o( arm 3150 mm (124 inches] 
Model VR 84 with useful length ol arm 4000 mm (1 57 inches] 


sTROJEXPonr 


PRAHA 


CZECHOSLOVAK 
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SPECIFICATIONS: 


si li III (>0 kfi' s(|ii;iic 

Ic sliciifrili III J.‘, k;; itcr siiiia 

lrcn;;lli nl (>0 k.i; |>''i- s.iuiiii' 
cimlli III ()() kfi |)iT stitiiirc Mil 
Ic 'sllCM"-|ll III -’■> ki;’ IM'I' I'll Ml 


MiiiiiMiiin (lisliiMciM cciilrc-liiu' 
MaxiiMiiiii pilcli circle nl iliilli 
MiiiiiMiiiii piti'li iMiclc III (Irilli 
MaxiiMiiiii and iiiiiiiiMMiii distal 
MaxiaiiiiM and iiiiniimiai distaii 


lapcr ill spiiidli- . . . . 
i)iaiM(“tcr (>r sjiiiidl.- 
Stnike »d spindle . . . 
Spiiidli' spiM'ds: Numlic 


Drilling: Mintnr: iiMt|)Mt sjiecd 

i-.lcvatiii}; innlDr; (iu1|)mI sjiecd 

( 'laiM|)iiif^ motor; oiitptit spoed 

C'tiolaul ittimp iMotiir: milptit s|)ced 

D I M E N S 1 O S A N 1) W K I (i 11 I S : 

1 limciisioiis ul' liasc 

Overall dimciisioiis ol’ OK.iliiiic 

W'nrkiiifr spaci- retpiircd 


Weialit III Miacdiii 
\Vid;:lit III' laacdii 


standard cuiiipMM'iH 
|)uckiiifr ...... 

seawortln packiie.: 


STANDARD EQUIP ME N T : 


electrical ei|iiipiMeM 
id spindle head in 


Mcliidini: electric lantiirs. ciioliiii;- e 
lia^" hulls. Hills, l-ldncks and plua': 
. set id spanners, oil can. I'-slut cleat! 


SPECIAL EQUIPMENT; 


spindle s|)eeds JO IM)() r. p. in; sule 
Ve (). l)o\ table stvle \ h universal 
table st\le \ C vice st\l(' \d 4. 


IN ORDERING. 
SPECIFY VOLTAGE, 
PHASE 

AND FREQUENCY 
OF POWER SUPP L Y 


As improvements in design are con- 
tinually being made, this specifi- 
cation is not to be regarded 

as binding in detail, and dimensions are subject to alteration icithout notice. 


PRAHA— CZECHOSLOVAKIA 


I'd ill C/.echoslovakiii 
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POWER -OPERATED RAIL DRILL Model MVK 

holes on the rails are easily and quickly adjustable. 

■ i . • . .1,= ^ h» a hand crank The power transmission is controlled by a 

htcVo°n clutch S te aid^ot which the machine can be Instantly put out of action 
without stopping the motor. „„»,hine 

^eri?y loosening the securing hooks and tilting down the swivel arms. 
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SPECIFICATIONS: 


Taper in spindle . ■ , ■ 

Maximum diameter of Length . 

Over-all dimensions of machin-. t^. 9^^ 

Height 

Weight o1 machine . ■ 

Dimensions of box . 


Morse 

mm 

mm 

mm 

mm 

kg 


No. 3 
32 
800 
850 
1000 
130 


nTm 1250 >18SO-1000 


Dimensions of box . • • ■ • t\x/o-stroke, driven by gaso- 

Driving motor: ^^^nde^ cL^^ac'ltf “^th^entrlfugal controller, output 6 , 

=need 2300 R. P- 


5TR0JEXP0RT 


C/ecltoslovakia 


COK 52913 


5411 - Set. 04 - 1433 


Printed ii 





Quick-acting clampinc attachment 
enables the machine to be clamped 
or reruoyed irom the rail in a few 
seconds. The machine is therefore 
especially well -suited for railroad 
repairs during the traffic of trains. 
Provision is also made for the quick 
return stroke of the drill by shifting 
a lever and turning the crank in the 
opposite direction. The clamping 
hook can he adjusted to suit the 
different length of the drill. 

SPECIFICATIONS: 


Maximum diameter drilled . . . mm 32 

Time required for drilling a hole 

in the rail about minutes 12 

Taper in spindle-Morse No. 3 

Overall dimensions: 

Height X width x length mm 850x800x700 
Weight of machine kg 42 

SWaJEXPBRT 

PRAHA — CZECHOSLOVAK! A 

COK 52930 Cl 5412 












... 


Printed in Czechoslovakic 





The required drilling depth is set 
by an adjustable stop. 

As the machine is mounted on the 
rail and withdrawn from its work- 
ing position within a lew soconds 
it is especially suitable for rail re- 
pairs during the traffu; of trains. 

SPECIFICATIONS: 


Dimensions of machine: 

Uei-hl '"O' 

Width . . mm 320 

Length 

Diameter of drill shank . . mm 13 

Weight of machine kg 12 


srffOJEXPORr 


PRAHA 

C'OK .s2p.^o ii 


CZECHOSLOVAKIA 

Prinred in Czcchnslnrdkia 



.■'•J f 2 
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GO 


Specifications: 


Working surface of table (length x width) 

Numberx width xdistance between T-slots 

Longitudinal travel by hand/by power 

Cross travel by hand/by power 

Vertical travel by hand/by power 

Diameter of spindle in tlie front spindle beating ... 

Taper in spindle: standard 

on request 

Distance, centreline of spindle to lower surface of overarm 

Spindle speeds: number 

standard range 

lower range 


Number of feeds 

Range of longitudinal and cross feeds 
Range of vertical feeds 


Rapid traverse Longitudinal and cross rapid travel se 
Vertical rapid traverse 


Electric motor: speed 
output 


Floor space required: length approx. . 

width approx. . 
height approx. . 
Weight ot macnine with standuid and 
Weight of electric motor approx. . . 
Weight of domestic packing approx. . 
Weight of seaworthy packing approx. 
Contents boxed 


Metric 

1350x300 

3 X 1 8 X 80 

800/750 

310/300 

485/400 


31.5-1000 

20-630 


English 
53x11.8" 
3 X 0.71" X 3.1 5" 
31.5"/29.6" 
12 . 2 "/ 11 . 8 " 
19"/15.7" 


31.5-1000 

20-630 


2x12 2x12 

-10 — 790 0.4"-31" per min. 

6-490 0.25"-19" per min. 

2085 82" per. min. 

1260 49.5" per. min. 


caution: 

guaranteed. 


Standard Equipment: 

con^plete electrical installation and equipment including motor, cooling attachment, complete rnilling arbor die. 27 mm w.th 
taper to suit the spindle, clamping screw, oil can. set of spanners, operating instruction booklet. 

Optional Equipment: 

. . . n-kintb K/oHpI up 2 swivellinq vice Model UO 2 or tilting and swivelling 

"rzli UsTa :r;p^t:7cir:r.rMi:rRr^^^^ pow^er.dri.en circular table Model MK4C0 dia. 

400 mm, universal milling attachment Model FHU 2 or vertical milling attachment Model VH 2a, universal indexing attac ment 
Model D 2a, rack indexing attachment Model FP 5, spot light. 

As improvements in design are continually being made, this specification is not to be regarded as binding in detail, and dimen- 
sions are subject to alteration without notice. 


STROJEXPDRT PR AH A-CZ ECHO SLOVAK I A 


Printed in Czechoslovakia 
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Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 





Sanitized Copy Approved for Release 2010/03/31 : CIA-RDP81-01043R000200010001-3 


Mode 




n Machine for heovier milling operations both in the smgle part and 


This is a High Duty Precision Machine for 
quantity production. 

;r.r::r;;::r:r:-... 

All per.. =rP IntPrchoPScablP. „p™,i„g |.v«r. . p.lbC bulb 

The motor is controlled by ^ pushbutton i of the motor. 

being provided in the handle for signah g , . shifting a single cross lever. 

UC 3°no «n bu suppllu.) b/ lu.ur in<iep."<l«"<ly 

CuflOb"” „„„ ,p„,|.„b|PPl UPb .PPUicPl aWcPlPP.. 

- 

TZZ PP«™I lubr™“i'°" b< •J'; ,,l„.. ppp lubrlcu.bb >™u..«nu.u.l, b, 

Central pressure lubrication of the cross 
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Specifications : 


Working surface of table (length x width) . 
Number X width xdistance between T-slots 
Longitudinal travel by hand/by power . . 

Cross travel by hand/by power 

Vertical travel by hand/by power .... 


Diameter of spindle in the low spindle bearing 


Distance, centreline of spindle to sliding surfaces of column 

Vertical adjustment of spindle 

Spindle head swivels in either direction 

Spindle speeds: number 


lower speed band 


Number of feeds 

Longitudinal and cross feeds for standard speed band 

Vertical feeds for standard speed band 

Longitudinal and cross feed for lower speed band . . 
Vertical feed for lower spindle speed band 


Longitudinal and cross rapid traverse for lower speed band 
Vertical rapid traverse for lower speed band 


Dimensions Floor space required: length approx, 
and weights width approx. 

heiaht approx. 


Weight of electric motor approx. . . 
Weight of domestic packing approx. . 
Weight of seaworthy packing approx. 
Contents boxed 



Metric 

English 

. . mm 

1 350 X 300 

53" X 11.8" 

. . mm 

3x18x80 

3 X 0.71" X 3.1 5" 

. . mm 

800/750 

31.5"/29.6" 

. . mm 

310/300 

12.2"/11.8" 

. . mm 

450/400 

17.7"/15.7" 

. .mm 

90 

3,54" 

, . ISA 

70 

70 

. Morse 

5 

5 

. .mm 

355 

14" 

. . mm 

75 

2,95" 


45" 

45° 


16 

16 

r. p. m. 

40-1250 

40-1250 

r. p. m. 

25-800 

25-800 


2x12 

2x12 

mm/rnin. 

12.5-1020 

0.5"— 40" per min. 

mm/min, 

7.5-610 

0.3" — 24" per min. 

mm/min. 

10-790 

0.4"— 31" per min. 

mm/min. 

6-490 

0.25"— 19" per min. 

mm/min. 

2650 

104" per min. 

mm/min. 

1600 

63" per min. 

mm/min. 

2085 

82" per min. 

mm/min. 

1260 

49,5" per min. 

r. p. m. 

1400 

1400 

. . kW 

4.5 

4.5 

. . mm 

1850 

73" 

. . mm 

2510 

98" 

mm 

1990 

75" 

ox. . kg 

2040 

4500 lbs 

. . kg 

54 

120 lbs 

• . kg 

300 

660 lbs 

. . kg 

360 

see lbs 

. . m'‘ 

6.45 

227 cu.ft. 


In ordering, specify taper in spindle, spindle speed band, and current characteristics (voltage, phase and frequency). The optional 
equipment should be ordered with the machine as otherwise the same time of delivery for machine and equipment cannot be 
guaranteed. 


Standard Equipment: 

Complete electrical installation and equipment including motor, cooling attachment, reducing sleeve, clamping screw, oil can, 
set of spanners, operating instruction booklet. 

Optional Equipment: 

Milling arbors, reducing sleeves, machine vice Model UP 2, swivel vice Model UO 2 or swivelling and tilting vice Model USO 2, 
hand-operated circular table Model MR 400 dia. 400 mm, power-driven circular table Model MK 400, dia. 400 mm, spot light. 

As improvements in design are continually being made, this specification is not to be regarded as binding in detail, and dimen- 
sions are subject to alteration without notice. 


STROJEXPaRT PRAHA-CZ ECHOS LOVAKIA 
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'“ill 


OS" 


■ ■ machine for heavier milling operations in the single part as well as q 
High efficiency precision machine to 

production. heat-treated structifral materials. 

u„ ol .l.= most con,»nien., carefully .aspeced, hc«t 

apdic ». .pc ..cr-d _ si^an.., - 

run by a bulb on the same handle. 

c,:::: -UPC 

2X12 po.cr feeds, mdepend.a. al .Pc P "d'c^. 

0....;^-.., .pc aa .pc -d 

Swivelling table (up to 45 deg. m either direc 
Automa.i. central lubrication of the gearbox. 

a knob on a single lever. 

Safe and easily accessible electrical equip g^satjUty of the machine. 

Numerous accessories greatly contribute .0 the 
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Specifications ; 


Working surface (length X width) . . . • 

Number X width X distance between T-slots 
Longitudinal travel by hand/by power . . 

Cross travel by hand/by power 

Vertical travel by hand/by power .... 
Swivels in both directions 


Diameter in the front bearing 

Taper in spindle; standard 

on request 

Distance, centreline of spindle to lower surface of overarm 

Speeds; number 

standard series 

lower series 


Number 

Range of longitudinal and cross feeds 
Range of vertical feeds 


Rapid traverse Longitudinal and cross 
Vertical 


Dimensions 
and weights 


Electric motor; speed 

output 

Floor space required; length approx 

width approx 

height approx 

Weight of machine with standard accessories and electrical equipment 

approx 

Weight of electric motor approx 

Weight of domestic packing approx 


Metric 

1350x300 

3x18x80 

750/680 

310/300 

450/400 

45° 


31.5-1000 

20-630 


English 
53" X 11.8" 
3x0.71"x3.15" 
29.5"/27" 
12,2'711.8" 
17,8'715.8" 
45 deg. 

3.54" 

70 

5 

6 . 1 " 

16 

31.5-1000 

20-630 


10—790 0 . 4 "- 31 " per min. 


mm/min. 

6-490 

0.25" -19" 

per min. 

mm/min. 

2085 

82" 

per min. 

mm/min. 

1260 

49,5" 

per min. 

r. p. m. 

1400 


1400 

, . . kW 

4.5 


4.5 

. . . mm 

1850 


73" 

. . . mm 

2510 


98" 

. . . mm 

1670 


67" 


Contents boxed 


<^aucion; 

guaranteed. 

Standard equipment; 

complete electrical e,uip,aent including ntotcr, cooling attochntent, complete ntilling 

spinL. clamping screw, two overarm braces, oil can, set of spanners, operating instruction booklet. 

Optional Equipment; 

—I., .i—. -.'I- '■ r;.” 

r:“,: «i. ...... » - - — •• •— » 

sions are subject to alteration without notice. 


sTROJEXPonr PRAHA- CZECHOSLOVAK I A 
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TypeF2U UNIVERSAL MILLING MACHINE 

STAT 



The machine is intended for precision milling operations on small machinery parts and Is used to advantage for single 
piece as well as repetition work. 

The high spindle speeds permit light metals to be machined economically. 

The machine is equipped with longitudinal power feeds variable within a wide range. 

The 9 spindle speeds and 9 power feeds, of which three ranges are available, are easy to change by means of two levers. 

The choice of a definite range of spindle speeds and of a definite range of power feeds available to the customer 
enables him to select a machine correctly equipped with the speeds and feeds most suitable for the contemplated 
kinds of work. 

The variety of additional accessories and attachments supplied for the machine as optional equipment considerably 
increases its versatility. 





Specification 


Working surface of table mm 

Number x width x distance between T-slots .. . mm 


Swivel of table in either direction 

Taper in spindle: standard 

optional 

optional 

Distance, centre line of spindle 

to table: maximum mm 

minimum mm 

Number of spindle speeds 

Available ranges of spindle speeds: 

(range to be selected by customer) range I r.p.m. 

range II r.p.m. 

range III r.p.m. 

Longitudinal travel of table, hand/power mm 

Cross travel of table, hand mm 

Vertical travel of table, hand mm 

Number of power feeds 


Available ranges of power feeds: range A mm per min. 
(range to be selected range B mm per min. 

by customer) range C mm per min. 


Motor: power H' 

speed r.p.m. 

Belt pulley, dia. x width mm 

Weight of machine with standard equipment kg 

Shipping weight of machine, seaworthy packing . . kg 

Dimensions of packing case mm 

Volume of packing case m’’ 


750 X 200 29 1 2" x 7 7 8" 

3 X 14 X 45 3 X 9/16" x 1 3/4" 

45“ 

ISA 32 
Metric 24 
No. 3 Morse 

345 13 1/2" 

25 1 " 

9 


67 to 1 020 
95 to 1450 
132 to 2050 


435 425 

17 1/8" / 16 3 4" 

175 

6 7/8" 

320 

12 1/2" 


9 

12 to 195 

15/32" to 7 11;16' 

17 to 270 

21/32" to 10 5/8" 

23 to 375 

29/32" to 14 3 4" 


1.5 to 2 


1400 

120 X 60 

4 3 /4" X 2 3 8" 

760 

1680 lbs 

920 

2030 lbs 

X 1300 X 

1700 47" X 4'3" X 57' 

2.95 

105 cu. ft. 


Standard Equipment: 

1 complete milling arbor 22 mm dia, 1 clamping screw, cooling equipment with electric motor and piping, switch 
with wiring and fuses, grease gun, set of spanners, operating instructions. 

Optional Equipment: 

Electric motor, belt pulley for electric motor, belt, electric lighting, type DH 10 universal dividing attachment for 
which a vertically adjustable tailstock, a cross plate and a support for the milling of long objects can be supplied 
to special order, type PD 2 longitudinal dividing attachment, type SR 2 circular table, type HS 2 vertical milling 
head, type UH 2 universal milling head. 

The machines are continuously being Improved upon. The data given in this prospectus are therefore not binding 
in detail. 

Please state in your order the voltage available for the electric motor. 


STROJEXPORT praha-czechoslovakia 
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HORIZONTAL 
MILLING MACHINE 
MODEL FIJ 


This machine is designed for a general line 
of light manufacturing work and is equally 
well-suited both for single part and mass 
production. The wide spindle speed and feed 
range enables economical milling of steel and 
light metals. 







THE SPINDLE rotates in Timken precision bearings eliminating radial and axial play. The spindle speeds are 
changed by the pole changing switch of the three-speed electric motor and by operating the lever of the gear 
shifting mechanism. 

TABLE. The longitudinal table feed is by power and by hand. In the cross and vertical direction the feeds are 
by hand only. The speeds are changed by two change gears. 

LUBRICATION. The mechanism inside the column is lubricated by the oil splash system. The table and knee me- 
chanisms are lubricated from a central oiler. 

COOLING SYSTEM. The coolant is supplied by an electric pump. 

STANDARD EQUIPMENT: Electric motor with pole changing switch, electrical installation, electric coolant 
pump with piping, milling arbor with metric taper No. 18, dia 16 mm, clamping bolt, grease gun, set of spanners, 
operator’s instruction booklet. 

OPTIONAL EQUIPMENT: Vertical Milling Head Model VH1, spot light. 
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SPECIFICATIONS 

Working surface of table 

Number width of table T-slots 

Longitudinal feed of table by hand/by power 

Cross feed of table by hand 

Vertical feed of table by hand 

Taper in spindle: ISA 

metric 

Morse 

Diameter of spindle in its front bearing 

Maximum minimum distance, centreline of spindle to working 

surface of table 

Distance, spindle to lower surface of overarm 

Distance, spindle end to outer arbor support 

Distance, column guide to arbor support 

Spindle speeds; 3 ranges, 6 speeds each 


Number of feeds / ‘ ' 

Speed of longitudinal feeds ranging from: A 

B 


Main drive motor: Speed 

Output 

Weight of machine: with standard equipment 

with packing 

with seaworthy packing 
Contents boxed 


mm 

150x550 

5 7/8" X 21 5,8" 

mm 

1 14 

1/0.55" 

mm 

275x260 

10 3/4"x101 4" 

mm 

125 

4 7 8" 

mm 

200 

7 7 8" 


32 

32 


18 

18 


2 

2 

mm 

40 

1 .575" 

m rn 

220 20 

8 5 8" 3 4" 

mm 

85 

3 11 32" 

mm 

245 

95 8" 

mm 

272 

10 5 8" 

R. p. m. 

'190-1080 

190-1080 

R. p. m. 

R. p. m. 

280-1 530 

280-1530 

380-2100 

380-2100 


6 

6 

mm min 

17-195 

11 16" -7 5 8" 
per minute 

mm min 

24-275 

15 16" -10 3 4" 
per minute 

R. p. m. 

1400 940 700 

1400 940 700 

HP 

1.5 0.8 0.55 

1.5 0.8 0.55 

kg 

450 

1000 lbs. 


530 

1170 lbs. 


630 

1360 lbs. 

m^ 

1 

36 cu. ft. 




WHEN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 

M improvements in design are continually being made, this specification is not to be regarded as binding in detail, 
and dimensions are subject to alteration without notice. 
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MILLING MACHINE 
MODEL FIS 


The machine is designed and built to handle 
smaller work in single part as well as mass 
production. The wide spindle speed and feed 
range enables economical machining of steel 
and light metals. 


"’’'7'’^®'’ precision bearings eliminating radial and axial play. The heiaht of the soindle 
eation and the mdimg depth can be accurately limited by stops. The spindle head swivels 45» in eithe^r dlr- 

the le^er^of t7e learstifthia me3'^ Th '‘'“"Sing switch of the 3-speed electric motor and by operating 
the column ^ mechanism. The electric motor is mounted on a hinged plate in the lower part of 

fl^d“"pe;d?:re ct‘n“^^^ 

mecL"i^mTr'o°m''a lentrarot!'" knee 

COOLING SYSTEM. The coolant is supplied by an electric pump. 

OPTIONAL EQUIPMENT: Spot light. 


M 


SPECIFICATIONS FIS 

Working surface of table 

Number width of table T-slots . . • • • 

Longitudinal table feed by hand/automatic 
Cross table feed by hand . . • 

Vertical table feed by hand . . 

Taper in spindle; ISA . - • • 

metric . . ■ 

Morse . • • 

Diameter of spindle in the lower beoring 

Vertical adjustment of spindle • • • • 

maximum 

Dirre^Tentrelineofspindletocolumn guide i i 

Distance, centreline of spindle to column 

Spindle speeds: 4 ranges, 6 speeds each 


Number of feeds . . • • • • • ' '^.'a 

Speed of longitudinal feeds ranging from. A. 


Motor for spindle drive: Speed 

Output 

^^^i^hrcrmrht-Vithstandarde 

with packing 

with seaworthy packing . 

Contents boxed 


mm 

mm 


mm 

mm 

mm 

mm 

R. p. m. 

R. p. m. 

R. p. m. 

R. p. m. 

mm /min 


R. p. m. 
HP 


mm 

^<9 

kg 

kg 


150x550 

1/14 

275x260 

125 

200 

32 

18 

2 

40 

60 

450 

200 

0 

165 

195 

-190 —1070 
270—1540 
380-2160 
540-3070 
6 

17-195 

24-275 


1 400 940 700 
1.5 0.8 0.55 
900x1100 
500 
560 
680 
1.4 


5 7 8" X 21 5; 8" 

1 0.55" 

10 3/4" X 10 1,4" 

4 7,8" 

7 7 8" 

32 

18 

2 

1.575" 

2 3 8" 
45 ^- 

7 7 8" 

0 

6 1 2 " 

7 3 4" 
190 — 1 070 
270 —1 540 
380 —21 60 
540 —3070 
6 

11 16" -7 5 '8" 

per minute 
15, 16 " -10 3,4" 
per minute 
1400,940 700 
1 .5 0.8 0.55 
35 1 2"x43" 
1100 lbs. 
1240 lbs. 
1500 lbs, 
50 cu. ft, 




•“I””' 
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HORIZONTAL MILLING MACHINE Model F1J2 


The machine is designed and built to handle smaller work especially in the mass production. The 
wide spindle speed range enables economical machining of steel and light metals. 

Spindle. The spindle runs in precision Timken bearings which enable the elimination of the radial 
and axial play. The spindle speeds are changed by the pole changing switch of the three-speed 
motor and by operating the lever of the gear shifting mechanism. The motor is located on a hinged 
plate in the bottom part of the column. 

Table. The table feed in all three directions is by hand. The longitudinal and vertical feeds are 
controlled by levers, the cross feed by a hand crank. 

Lubrication. The mechanism inside the column is lubricated by the oil splash system. The knee and 
table mechanism are lubricated from a central oiler. 

Cooling system. The coolant is supplied to the work by an electric pump. 

Standard Equipment: Electric motor with pole changing switch, electrical equipment, electric coolant 
pump, milling arbor with metric taper dia. 16 mm, clamping screw, grease gun, set of spanners, 
operator's instruction booklet. 

Optional Equipment: Spot light. 


■4 
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SPECIFICATIONS 


Working surface of table 

mm 

150 X 500 

5X"X19%" 

Number width of table T-slots 


114 mm 

1 0.55" 

Longitudinal table feed by hand 

mm 

250 

9K" 

Cross table feed by hand 

mm 

125 

4%" 

Verlical table feed by hand 

mm 

180 

1%” 

Taper in spindle: ISA 

No. 

32 


metric 

No. 

18 


Morse 

No. 

2 


Diameter of spindle in the front bearing 

mm 

40 

1575" 

Distance, centreline of spindle to working table: 




maximum 

mm 

220 

8X" 

minimum 

mm 

20 


Distance, centreline of spindle to lower overarm . . 

mm 

85 

3X" 

Distance, spindle nose to ouler arbour support . . 

mm 

245 

r'A" 

Distance, column guide to outer arbour support ... 

mm 

272 

11X" 

Spindle speeds at will: 3 ranges, 6 speeds each . . . 

r. p. m. 

190-1080 



r. p. m. 

280-1530 



r. p. m. 

380—2100 


A\ain drive motor: Speed 

r. p. m. 1400 940 700 


Output 

HP 

1.5 0.8 0.55 


Weight of Machine: with standard equipment ... 

kg 

450 

1000 lbs 

Packed for rail 

kg 

530 

1170 lbs 

Packed for overseas 

kg 

620 

1360 lbs 

Contents boxed 

m'‘ 

1 

35 cu. ft. 

As improvements in design are continually being 

made, Ihi 

s specification 

is not to be 

regarded as binding in detail, and dimensions are subject 

to alteration 

without notice. 


F1J2 


IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 



330 . ■ , i/iO 
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SPECIFICATION : 


TABLE: 


Clamping surface of table . 

T-slots; number 

width and pitch 

Length of bed 

Feed of table 

Rate of table feed infinitely variable 
Rapid traverse of table 



HEADSTOCKS: 


Taper in spindle 

Diameter of spindle sleeve 

Axial movement of spindle speeds 

Number of spindle speeds 

Range of spindle speeds, 

series I, on request . . 

series II, standard 

Number of horizontal and vertical headstock feeds 

Range of horizontal and vertical headstock feeds .... 

Rapid traverse of horizontal and vertical headstock 

Vertical rapid traverse of cross rail 

MAIN DIMENSIONS OF MACHINE: 

Distance, between housings 

Distance, clamping surface of table to bottom of bed 

Distance, clamping surface of table to nose of vertical spindle . 

Distance, clamping surface of table to centre line of horizontal spindles . 

Distance between both horizontal spindles 

Distance between both horizontal headstocks 

Minimum centre-to-centre distance between vertical spindles .... 

Headstock motor 

Table feed motor ("Leonard") adjustable 1 : 30 

Headstock feed motor 

Cross rail elevating motor 

\A/eight of machine 



IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 


As improvements in design are continually being made, this specification is not to be 
regarded as binding in detail, and dimensions are subject to alteration without notice. 


24X145 

7000 

3200 


50" X 140" 

'7i6"X5V4' 

23 feet 
lOVzfeet 
1" to 30" 
13 feet 


70 

220 821/32" 

250 10" 

19 

11 to 710 
14 10 900 
8 

20 to 500 74" to 20" 
1000 3' 3" 

1000 3' 3" 


850 34" 


0 50" 


:o 1250 
:o 950 31/2" to 38" 
:o 1400 36" to 56" 
1520 60" 

410 16Va" 

9/13 


STROJEXPaRT 

PRAHA . CZECHOSLOVAKIA 
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Printed in Czechoslovokla 
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DOUBLE HOUSING 
MILLING MACHINE 


This High Duty Precision Machine Is intended for milling operations, particularly on large machi- 
nery parts and makes possible longitudinal and transverse milling of horizontal, vertical and 
slanting surfaces. 

Apart from the standard design with two swivelling vertical headstocks and two fixed horizontal 
headstocks the machine can be supplied with various numbers and' designs of headstocks. 




OUTSTANDING FEATURES 


Particularly rigid design of housings, 


Headstock; each headstock is on independent unit dri 
12/17 HP. The 16 spindle speeds ore changed by met 
a total of 19 spindle speeds is available. 

The machines are normally supplied with a spindle spe 
a range of 11 to 710 r. p. m. 

The speeds are arranged in the following rates: 

Series I; 11, 14, 18, 22, 28, 35, 45, 56, 71, 90, 112, ' 
Series II: 14, 18, 22, 28, 35, 45, 56, 71, 90, 112, 140, ' 
The three lowest speeds may be engaged at the low* 

The direction of rotation of the spindle os well as the 


rail and table. 


Wide range of spindle speeds allowing operation with high-speed steel tools 
with cemented carbide tipped tools. 


Infinitely variable adjustment of table feeds. 


Particularly quick table travel. 


Independent drives of individual headstocks 


of table and headstock feeds. 


The starting and stopping of spindles is done by 
push buttons on the portable suspended panel. 

The Spindle rotates on bearings at three points. 
The front end of the spindle runs in double pre- 
cision roller bearings with a tapered bore which 
permits a very fine adjustment of play. 

The spindle travel is controlled by a handwheel on 
the front of the headstock and its value may be 
easily read on a dividing ring. The spindle sleeve 
with the spindle can be locked in the set position. 
The swivelling vertical headstocks swivel 45° either 
way. A part of the weight of these headstocks is 
carried on the guideways of the cross rail by ball 
bearings so they can be moved by o relatively small 


Central control of various elements of machine concentrated 


portable panel. 


Simple operation from right hand as well as left hatid side of machine. 


Automatic clamping of 


rail to guideways of housings in set position. 


Possibility of movement of vertical spindle heads also by 
along lead screws. 

Relieved movement of vertical headstocks. Substantial pari 
by ball bearings. 


of hand lever sliding 


carried 


Independent lubrication of driving mechani 


Fixed horizontal headstock. 








The movement of the table by the power feed 
can be limited by adjustable stops which, 
acting through electric switches, stop the feed 




©o© 


The table can also be moved by means of 
bond wheels at either side of the table, the 
movement of the table being indicated on 
dividing rings. 

The table can be locked in its position for 
transverse milling by tightening the appro- 
priate levers. 

The bed is provided with densely spaced ribs 
all along its length and i; twice as long as 
the table so that the table does not extend 
beyond it even in its extreme positions- 


The lubrication of the headstocks is automatic, by the circulation system. 
Oil is supplied to all oiling points from a distributor filled by an electric 
motor driven pump. The guideways of the headstocks. and the lead 
screw nuts are lubricated by hand by pressure lubricators. 

The lubrication of the cross rail gear box is also automatic and the 
required oil is supplied by a piston pump. 


produced by the gears running in an oil bath, partly by an oil pump. 

The lubrication of the table is also automatic. 

An electric motor driven oil pump supplies oil to the centre of the 
guideways of the bed. From there it is pressed through oil grooves in 
the table guideways and returns to a central tank through filters 
arranged at either end of the bed. The oil pressure is adjustable tq 
ensure that the oil will not be forced out of the guiding surfaces. 
Careful inspection in the course of manufacture and assembly ensures 
a high degree of precision of work done by this machine. 


Wheel for hand feed of table and lever for 
engaging the hand feed, which simultane- 
ously controls feed and rapid traverse inter- 
locking device. 


STANDARD EQUIPMENT; 

Two swivelling vertical headstocks, two fixed horizontal headstocks, 
complete electrical equipment including electric motors and Ward- 
Leonard set with switch box. four milling arbors dia. 50 mm with clamping 
screws, set of spanners, grease gun, checking bridge for re-levelling the 
bed. set of levelling plates for bed, cooling equipment, fluorescent 
lamp, operator's instruction booklet. 


Panels with electrical equipment. 


SPECIAL DESIGN AND EQUIPMENT: 

The machine can be supplied in the following versions to special order 

1. With two fixed horizontal headstocks and one swivelling 
vertical headstock. 

2. With two swivelling vertical headstocks. 

3. With fixed vertical headstock. 

4. With swivelling horizontal headstocks arranged in any com- 
bination as required. 

Adjustable milling head attached to spindle sleeve of vertical head- 
stock and permitting transverse angular milling. 

Spindle extension for depth milling. 







STHajEXPaitr 





Whether new production is being organized or existing machin- 
ery equipment supplemented all the demands placed upon the 
products being contemplated have to be taken into consideration. 
The most important among them is efficient production which 
makes imperative the choice of heavy duty machine tools the 
setting and attendance of which requires a minimum of pre- 
paratory time, machine tools, the capacity and operating possi- 
bilities of which satisfy the conditions for the use of the most 
modern cutting tools, machine tools on which the required pre- 
cision of shape and high grade of surface finish of the work- 
piece can be attained. 

In the field of milling^machines ZBROJOVKA machines, which 
are distinguished by theirih^vanced design and high class work- 
manship, satisfy all t^^ requirements. The medium sizes of 
them form the ^,A;^^^^ies. 

These are: the PASH horizontal milling machine intended 
■for simple^.;tn^ing operations, the type PA3V vertical milling 
ihachiigB>^with a swivelling spindle head and vertical adjustment 
of thl spindle, with a drive for the power feed of a rotary table, 
The type FA3U universal milling machine with a tilting 
table and equipment for the power drive of the spindle of a uni- 
versal dividing head and of a rotary table as well as for work 
requiring a rack milling attachment. 

statable cutting conditions ;#dst the machines guarantee quiet and accurate work without vibrations or shocks 
'^^leliighest outputs. ThMf. wide range of spindle speeds as well as of rates of feed affords coarse as well 
clining'Of all commonly'tt^d metals and alloys and is a guarantee of the economical utilization of these 






All important accessory tor determining a suitable spindle 
speed is the calculator by the setting of which the speed 
corresponding to the material being machined, the mate- 
rial of the tool, the diameter of the tool and the required 
grade of surface finish is directly engaged. 

The wide range of speeds permits all kinds of material, 
from high tensile strength steel to light metals, to be ma- 
chined economically. 

The machines are normally equipped with a range of 
spindle speeds of 45 to 2000 r. p. m. and can, on special 
request, be supplied with a higher range of spindle speeds 
of 63 to 2800 r. p. m. This affords the choice of a machine 
equipped with the correct spindle speeds to suit the con- 
templated kinds of work. 


-r — -y- Tyra 


.a 

i'jj 





The spindle is driven by an indepen- 
dent flange-mounted electric motor. 

The motor is fitted at the rear wall of 
the housing. The motor and, with it, 
the spindle are started by a push-but- 
ton. A second push-button serves for 
stopping the spindle and applying the 
brake. The push-button is fitted on 
the cross slide. The spindle brake is 
applied as long as the “STOP” push- 
button is being held depressed. The 
brake effect is produced by direct cur- 
rent supplied by a dry rectifier. 

The direclion of rotation of the spindle 
is controlled by the main switch fitted 
at the right-hand side of the housing. 


The machines are equipped with longitudinal, cross and 
vertical power feeds. 

To obtain quick movements of the table the machines are 
also equipped with rapid traverses in all three directions. 

Easy engagement of the rapid traverses and instantaneous 
and accurate changeover from them to the working feeds 
is made possible by multi-plate clutches of a novel design 
in the transmission. 

Highly accurate disengagement of power feeds and rapid 
traverses in any direction and sense is made possible by 
adjustable stops which stop the feed motor by means of 
electric switches. 




/ 



-mounted electric motoj 


jressioi 


power feeds arranged in 13 steps permits a suitable power feed to be engaged. 


jctions 


"tical feed correspond 


gement of power feeds and rapid traverses in all three directions in either sense by means of two hand 
■iiderably speeds up operation. 

udinal, transverse and vertical direction of feed are selected by the lower control lever at the right-hand 
e cross slide. The selected feed is engaged by the upper control lever. The same lever also serves for 
the rapid traverses. The rate of feed is changed by a single lever at the left hand side at the front of 


Dual control permits the machine to be operated 
also from the housing side. 

The main control lever for the engagement of 
feeds, the lever for the selection of the direction 
of the feed and the handle for changing the rate 
of feed are also arranged at the other side of the 
cross slide. This permits the machine to be ope- 
rated from the housing side as well. 











STANDARD EQUIPMENT 

The following wiulpinoiit la '.Jijplied will the machine and 
included in its price' Milling arboj with daipping bolt cool- 
ing equipment, complete eleotrica pfiuipment, grease gun. 
set of spanners, operating instructions. 

















SPECIFICRTIONS 


Table: Working surface: 


0.78x3.54 

55.5 

55 

17.7 

17.3 


Number of T-Slots 

Width X distance of T-Slots . 
Lonqitudinal travel: by hand . 

^ by power 

Cross travel: by hand . . . • 
by power . • ■ 
Vertical movement: by hand . 

by power 

Spindle: Standard taper holi 

On demand metric. 

Morse 

Distance from spindle nose to 

Distance from centerline of sp 
Head swivels in both director 
Vertical adjustment of spindle 
Spindle speeds: number . . 

standard sent 

Feeds: Number . • ■ ' 

Range of longitudinal 
Range of vertical fee( 
Power rapid traverse: 


of table: 








3.25 

99x100 

10.400 

11.300 

12.000 

550 

lipment, 2 grease guns, 


Contents boxed . . ■ • 
STANDARD EQUIPMENT: 


cooling attachment, electrical 
itlng instructions, 
specification is not to be i 
alteration without notice. 

5E AND FREQUENCY 


Milling arbor with clamping bolt, 
set of wrenches, oper 
1 are continually being m 
dimensions are si 

ordering, specify voltagi 

KOVO PRAHA * CZECHOSLOVAKIA 


binding 




improvements in design 
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SPECIFICATIONS 


Table: Working surface: width . 

length 

Number of T-Slots 

Width X distance of T-Slots . . . 


Longitudinal travel: by hand rnm 

by power mm 

Cross travel^): by hand mm 

by power mm 

Vertical movement: by hand mm 

by power mm 

Spindle: Standard taper hole ISA 

On demand metric No. 

Morse No. 

Distance from centerline of spindle to top of table: maximum mm 

minimum mm 

Distance from spindle nose to inside of arbor support mm 

Distance from centerline of arbor to underside of overarm mm 

Distance from column to brace mm 

Spindle speeds: number 

standard series r. p, m. 

Feeds: Number 

Range of longitudinal and cross feeds mm/min 

Range of vertical feeds mm/min 

Power rapid traverse: Longitudinal and cross mm/min 

Vertical mm/min 

Drive: Main motor: Speed r. p. m. 

Input HP 

On demand: Input HP 

Feed motor: Speed r. p. m. 

Input HP 

Shipping data: Floor space required mm 

Weight of machine: with standard equipment kg 

with railway packing kg 

with seaworthy packing kg 

Contents boxed rn^ 

1) With arm brace 320 mm by hand and 310 mm by power. 

STANDARD EQUIPMENT: Milling arbor with clamping bolt, cooling attachment, electrical e 
set of wrenches, operating instructions. 

As improvements in design are continually being made, this specification is not to be regardec 
dimensions are subject to alteration without notice. 


1410 

3.25 

3920x2550 

4500 

5000 

5300 

12.5 

luipment, 2 grease guns, 
as binding in detail, and 


IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 
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Specification 


Maximum modul of gear: with max. chip removal ... 16 16 

with machine norm, loaded . . 20 20 

Max. diameter of the hobbed gear : with max. chip removal mm 1600 63" 

Max. dia. without stanchion with machine normally loaded mm 2000 78.5" 

Face capacity of gears : 

gears over 1350 mm in dia. with straight teeth . . mm 560 22" 

gears under 1350 mm in dia. with straight teeth . . mm 500 19.7" 

Maximum distance, hob spindle to working surface of table mm 1050 41.4" 

Minimum distance, hob spindle to working surface of table mm 400 15.7" 

Maximum distance, center line of hob spindle to center line 

of work arbor mm 1150 45.2" 

Minimum distance, center line of hob spindle to center line 

of work arbor mm 100 3.9" 

Diameter of work table mm 1350 53" 

Bore of work table mm 180 7.1" 

Number of T-slots 8 8 

Diameters of hob arbors mm 32-40-50-60 

Hob spindle speeds: Number (by change gears only) . . 8 8 

In range R 10, 9 ? = 1.26, ranging from r. p. m. 16-80 16-80 

Output of main drive motor HP 15 15 

Output of rapid traverse motor HP 7.5 7.5 

Number of vertical feeds of hob slide 36 36 

Vertical feeds per 1 table revolution, ranging from . . . mm 0.25-6 0.01 "-0. 23" 

Number of longitudinal feeds of work table 36 36 

Longitudinal feeds per 1 table revolution, ranging from . . mm 0.05-1.5 0.002"-0.006" 

Number of tangential feeds of bob slide 36 36 

Tangential feeds per 1 table revolution, ranging from . . mm 0.1-3 0.004"-0.12" 

Floor space required mm 4300X2000 170" X 79" 

Weight of machine with standard equipment kg 18100 lbs 40.000 

IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OP POWER SUPPLY! 

As improvements in design aie continually being made, this specification is not to be 
regarded as binding in detail, and dimensions are subject to alteration without notice. 
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GEAR HOBBING MACHINE MODEL OF 16 


The machine is designed for the intensive production of precision spur, helical and worm 
gears by the conventional bobbing method, as well as for the cutting of external and in- 
ternal spur and helical gears by the single indexing process. On the machine worm gears may 
also be cut by the tangential method, by using a worm hob, or one or several cutters. The 
wide speed and feed range enables the cutting of all commonly used kinds of material. 




THE DRIVE is by belts from the main motor through the gear box to the hob spindle driv- 
ing mechanism, whence the power is transmitted to the worm gears for setting the number 
of teeth of the gear to be cut and to the hob slide feeding mechanism, as well as to the 
worm gearing for the work table feed. For cutting helical gears a differential gearing with 
change gears is provided, which are set on hand of the instruction booklet to suit the de- 
sired helix angle. Starting and stopping of the machine is accomplished from the operator’s 
position by push buttons and remote controlled contactors. 

THE HOB SLHIE with the accurately mounted hob spindle is swivelled by power and vertic- 
ally adjusted on the ground-flat guides of the stanchion. The hob slide and work table feeds 
are automatically disengaged by adjustable stops. The hob slide and the work table are moved 
by rapid traverse. T ' ” ' . . - 

chine is fitted with 
THE WORK TABLE is 
on its lower end with a 

a hardened and ground ^ 

contact. While cutting the table is hyd”"v.'ic-"y b 

centering pin. The position of the work table and hob slide 
vernier. 

THE STANCHION with flat and ground guideways is firm' 
its rigid construction ensures a quiet and accurate operation 
LUBRICATION. The oil is delivered to all important poir 
system. 

COOLING. A motor-driven electric pump supplies the coolant from a tank located inside 
the bed. 


To ensure correct alignment between the hob and the work table the m-a- 
1 a hob setting gauge which is supplied as standard equipment. 

moimted on a shouldered, conical, vertical shaft which is provided 
cylindrical centering pin. It is driven by a precision gearing with 
worm for eliminating backlash and oibtaining a correct, full tooth 
kc t,.ble is hydraulically relieved by the bearing of the cylindrical 
„r Ih^ ,vork tc',jlc euid hub ohde is easily checked on scales with 



STANDARD EQUIPMENT: 2 elec- 
tric motors to suit 380 or 200 volts 
including electrical equipment, cool- 
ing system with electric pump, 
4 hob arbors dia. 32, 40, 50 and 
60 mm, 1 work arbor with diffe- 
rential nut and plate, hob setting 
gauge, set of index change gears, 
set of differential change gears, set 
of feed change gears, set of speed 
change gears, service spanners, 
operator’s instruction booklet, ope- 
rating plates and tables. 




OPTIONAL EQUIPMENT: Attachment for cutting worm gears by the tangential method, 
attachment for cutting spur and helical gears by the individual indexing method, cutter 
head for cutting external gearing, cutter head for cutting internal gearing with an end 
mill, 8 standard work supports for bobbing gears up to dia. 1200 mm, 8 standard work 
supports for bobbing gears from dia. 1200 mm upwards, work arbor support -with bearing 
for cutting pinions and small diameter gears. 


r 




^Hs of hob slide . . . . 

ds per 1 table revolution, ranging from . . . 

ing by individual indexing method with standard 


ting by individual indexing method with cutter 
;nd mill, ranging from ........ 

tchinc with standard equipment 


0.004”— 0.118” 


n.m/,nin. 

kg'’ 


6.45 
4870 X 2640 
21000 


0.254” per min. 


192” X 104” 
46.000 lbs 


ORDERING, SPECIFY VOLTAGE, PHASE AND PREQUENCY OF POWER SUPPLY! 
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PRAHA > CZECHOSLOVAKIA 






This Heavy Duty Gear Hobbing Machine is intended lor the Intensive production ol precision spur, helical 
Ld worm gears by the conventional hobbing method. Worm wheels can also be cut by the tangential method. 
The wide speed and feed range enables the cutting ol all commonly used kinds o£ material. 

THE DRIVE is by belts from the main drive motor through the gearbox to the hob spindle mechanism and 
to thrLdex worm gears lor setting the number ol teeth ol the gear to be cut whence power • 
transmitted to the hob slide leeding mechanism and to the work table. For cutting helical gears a di^renUal 
gead^ “ setting the helix angle is interposed in the driving 

for settino these change gears are to be found in the operator’s instruction booklet. The machine is 
Started and stopped IrL the operating position by pushbuttons lor the remote control ol the protective 
contactors. 

THE HOB SLIDE with the accurately mounted hob-spindle may be swivelled and vertically adjusted on the 

THF WORK TABLE is driven by a new. special worm and gear, designated „Duai Lead Worm Gearing" 
permitting to eliminate backlash and to obtain a 

a hydraulic equipment with adjustaoie pressure to au... v.... ..— s,— - - 

ol the work table and hob slide is easily checked on scales with vernier. 

THE STANCHION with Hat and ground guideways is fixedly attached to the bed unit and its rigid con- 
struction ensures a quiet and accurate cutting operation even at peak output. 

LUBRICATION. The oil is delivered to all Important points by an automatic lubrication system. 

COOLING. A motor-driven electric pump supplies the cooiant from a tank located Inside the bed. 

STANDARD EQUIPMENT: 

80 mm 1 work arbor with differential nut and plate, hob setting gauge, set ol index '^"9® .9®“''®’ ^ “ 

SlerTntial change gears, set ol speed change gears, set ol feed change gears, set ol service spanners. 

operator’s instruction booklet, operating plates and tables. 

OPTIONAL EQUIPMENT: 

. . t. * f .. /..utinn worm oears bv the tangential method, attachment lor cutting by the individual in- 
nrio" cuS hradTor end 2ll cuier^ead lor cutting internal gearing by means ol an end mUl 
fwo^k^^ dia. 1500 mm. standard work support with puiieys lor table dia 15 0 

mm aLiliary work table dia. 2450 mm with work support. 8 work support for the auxiliary table dia. 
2450 mm, work arbor support with bearing for cutting pinions and small diameter gears. 




Maximum module of gear 

Maximum diameter of gear mm 

Maximum diameter of gear (with support) . . . mm 

Face capacity of spur gears: for gears dia. 820 mm . . mm 

for gears dia. 75 mm . . mm 

Face capacity and diameter of helical gears: 

helix angle approx. ISO: face of gear ..... mm 
diameter of gear ... mm 

helix angle approx. 300: face of gear ..... mm 
diameter of gear . . . mm 

helix angle approx 450; face of gear mm 

diameter of gear . . . mm 

helix angle approx. 60°: face of gear . . ... mm 

■ diameter of gear . . . mm 

Centre-line distance, table to work spindle: Maximum . ram ■ 

Minimum . mm 

Minimum distance, centre line of work spindle 

to working surface of table . . ; mm 

Vertical travel of hob slide . . . . . . . nun 

Maximum diameter of hob mm 

Maximum length of hob mm 

Diameter of work table mm 

Bore of work table . . . . . . t . . . . . . mm 

Depth of work-table bbre ; . . . mm 

Diameter of index worm gear . . mm 

Diameter of work arbour mm 

Diameter of' hob arbours imn 

Work spindle speeds: Number 

Range R.p.M. 

Feeds: Number 

Range of vertical hob-slide feeds per 
.1 thble revolution : . . . . . . . . . . mm 

Range of longitudinal hob-slide feeds per 

1 table revolution mm 

Main drive motor: Speed R.p.M. 

Power rapid traverse motor; .Sneed S. p. M. 

Output ....... HP 

Floor space required mm 

Weight of machine: 

with standard equipment kg 

crated • . kg 

boxed for export . . . . kg 

Contents boxed m3 

Attachment for cutting worm gears by the tangential method: 

Vertical .travel of work spindle mm 

Maximum diameter of worm gear at maximum module = 5 mm 

Feeds; Number 

Feed range per 1 table revolution . . mm 

Weight of tangential attachment .......... kg 

The machine has been designed and built for generating gears up to the module 6, but its capacity 
permits to cut jears up to. the module 8 under the same cutting conditions as for the module 6. 


0, 1-1.5 17-254 

1500/3000 


1500/3000 

4/5 


This is a Heavy Duty Machine for the intensive production of precision spur, helical and worm gears 
by the conventional bobbing method. Worm wheels can also be cut by the tangential method. The 
wide speed and feed range permits to cut . all commonly used kinds of material. 




GEAR H C 

THE DRIVE is from the main drive 
motor through the gear box to the 
workspindle driving mechanism and to 
the index worm gearing for setting 
the number of teeth of the gear to 
be cut, whence the power is trans- 
mitted to the hob-slide feeding me- 
chanism and to the work table. For 
cutting helical gears a differential 
gearing with change gears for setting 
the helix angle is interposed in the 
driving mechanism. 

The machine is started and stopped 
from the operating position by push- 
buttons provided for the remote con- 
trol of the protective contactors, 


THE HOB SLIDE 

with the accurately mounted work spindle is swiveiled and vertically adjusted on the Hat guideways of the stanchion. 
It is carefully balanced by a counterweight. The hob-sL'de and stanchion feeds are automatically disengaged by 
adjustable stops. Power rapid traverse is provided lor moving the hob slide rapidly in either direction. To secure a 
correct alignment between the hob and the work table the machine is fitted with a hob setting gauge which is 
supplied as standard equipment. 

THE WORK TABLE 

is driven by a new, special worm and gear, designated „Dual Lead Worm Gearing” permitting to eliminate backlash 
and to obtain a correct, full tooth contact. The table mounting is also adjustable. 

STANCHION 

The stanchion with the hob slide is mounted on the bed and may be rapidly moved in any predetermined position. 
It is connected with the work support by an overarm, thus forming together with the bed unit a compact frame to 
ensure rigidity and quiet and accurate cutting operation even at peak output. The motion of the 
stanchion and hob slide is easily read on a scale with vernier. 



BBINC MACHINE F06 


LUBRICATION 

The oil is delivered to all important points automatically. 

COOLING 

A motor driven electric pump supplies the coolant from a tank inside the bed. 

STANDARD EQUIPMENT 

2 electric motors for 380 or 220 volts, including electrical equipment, cooling attachment with electric pump. 3 hob 
arbours dia. 22, 27 and 32 mm, 1 work arbour with differential nut and plate, hob setting gauge, work arbour support 

with bearing, 1 set of index change gears, 1 set of differential change gears, 1 set of service spanners, operating 

plates and tables, operating instructions. 

OPTIONAL EQUIPMENT 

attachment for cutting worm gears with the tangential method, auxiliary table dia. 670 mm, 6 cast iron plates for 

clamping the gears on the auxiliary table dia. 670 mm, auxiliary table dia. 850 mm, 8 east iron plates for clamping 

the gears on the auxiliary table dia. 850 mm. 



In ordering, specify voltage, phase and 
frequency of power supply! 

As improvements in design are con- 
tinually being made, all data in this 
prospectus are not to be regarded as 
binding in detail, and dimensions are 
subject to alteration without notice. 




STROJEXPORT 


GEAR NOBBING MACHINE 


QII0M 




GEAR MOBBING MACHINE 


QftloideL 


This Heavy Duty Gear Hobbing Machine is intended for the intensive production ot precision spur, heiicai and worm 
gears by the conventional hobbing method, Worm wheels can also be cut bv the tangential method. The wide speed and ' 
feed range enables the cutting ot ali commonlv used kinds of material. 

THE DRIVE i i . i 

is by belts from the mam drive motor through the gearbox to the hob spindle mechanism and to the Index wotm 
gearing for setting the number of teeth of the gear to fce cut, whepce the power is transmitted to the hob slide 
feeding mechanism and to the work table. For cutting helical gears a differential gearing with Change gears for setting 
the helix angle is interposed in the driving mechanism. The tables for setting these chhnge gears are to he found!, in 
the operator’s instruction booklet. The machine is started and stopped from the operatipg position by jpushbuttons 
for the remote control ot the protective contactors. ’ [ ‘ f i ’ 


THE HOB SLIDE 


if 


with the accurately mounted hob-spindle may be swivelled and vertically adjusted on^the prismatic and gtound guide- 
ways ot the stanchion. The hob slide and the work table feeds are automatically disengaged by adju table stops Potver 
rapid traverse is provided for rapidly moving the hob slide and the work table to the requb d pisuion To ensure 
correct alignment between the hob and the work table the machiiu'' is fitted .with ! a hob si'iimg gauge. -which is 
supplied as standard equipment. 



THE WORK TABLE 


is driven by a new, special worm and gear, designated „Dual Lead Worm Gearing" permitting to eliminate backlash 
and to obtain a correct, full tooth contact. 

THE STANCHION 

with the hob slide, and the work arbor support are connected by the overarm, thus forming together with the bed 
unit a compact frame for increasing the rigidity and ensuring a quiet and accurate cutting operation even at peak 
output. The position ot the work table and hob slide is easily checked on scales with vernier. 

LUBRICATION 

The oil is delivered to all important points by an automatic lubrication system, 

COOLING 

A motor - driven electric pump supplies the coolant from a tank inside the bed. 



STANDARD EQUIPMENT 

2 electric motors for 380 or 220 volts including electrical equipment, cooling system with electric pump, 2 hob arbors 
dia 32 and 40 mm, 1 work arbor with differential nut and plate, hob setting gauge, work arbor support with bearing, 
set of index change gears, set of differential change gears, set of speed change gears, set of feed change gears, 
set of service spanners, operator’s instruction booklet, operating plates and tables. 


OPTIONAL EQUIPMENT 


Attachment for cutting worm gears by 
the tangential method, attachment lor 
cutting by the individual indexing meth- 
od by means of a side milling cutter, 
two sets of cast iron work supports 
tor gears of various diameters, one set 
consisting ot 8 work supports. 


In ordering, specify voltage 
phase and frequency 
of power supply! 








ot table . 


Standard diameter . 
Maximum diameter . 
Diameter of bore . . . 


Output 

Speed ... 

space required 

all height of machine: . . 

ht of machine; 

with standard equipment 

with seaworthy packing 


3300 lbs. 
3420 Ihs. 



provemdnts in design are continually being made, this specification is not to be regarded as binding ii 
dimensions are subject to alterotion without notice. 


IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLYI 
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HIGH SPEED GEAR SHAPER Model 


The numerous advantages of our geor-shapers such as short cutter travel 
combined with high-reciprocating cutter speeds, and ease of control and 
operation are the proof of a wide range of applications especially where 
the requirements for accuracy and economy of production are of prime 
importance. 







HIGH SPEED GEAR SHAPER Model 


The machine is used for the production of gears on the mouiding-generating principle and is particuiariy adapted to the 
cutting of accurate internal and external spur, helical and herringbone gears. It can also be applied to the cutting of 
segment gears, gear tooth type clutches, ratchets, cams, square, hexagon and other shaped holes, etc. The machine is easy 
to operate and set up thus facilitating economical cutting of gears in the small lot as well as in the single part production. 

DESCRIPTION OF THE MACHINE 

THE SADDLE with accurately mounted ram is adjustable on the table guideways. It is fed into the cut by an inter- 
changeable cam which enables to produce a gear in 1, 2 or 3 cuts at a single clamping, according to the required accuracy 
and quality of the surface finish. The ram is carefully balanced to ensure quiet and smooth operation without the noxious 
chatter. After the operating cycle is completed the tool is automatically withdrawn from the work. 

The work table is driven by a precision worm wheel transmission through index change gears. It is mounted on a hinged 

bracket, and at the return stroke of the cutter the generated gear is removed to prevent the edge of the cutter from dulling. 

The clamping arbours centred in a taper are easily accessible. 

The machine is fitted with a limit switch for stopping when the operating cycle is finished. 

For generating internal gears the machine must be equipped with an operating-arm extension. The entire crank-arm 

mechanism is enclosed by q swinging door provided with a handwheel which is pulled out and turned for moving the 
ram thus bringing the cutter into its proper position corresponding to the generated gear, also when the door is shut. 
The crank-arm stroke for the ram drive and the length of crank-arm are adjustable to enable the generating wheel to 
be set to the most convenient position with regard to the generated gear. 



MOTOR DRIVE 

The machine is driven by V-belts through a 1-step pulley from a 2-speed electric motor located inside the base. Gears 
and change gears are provided for actuating the ram drive mechanism and for simultaneously achieving the rotary motion 
of cutter and work table. Starting and stopping of the machine from the operator’s position is accomplished by push 
buttons which also serve for the remote control of the protective contactors. The operation proceeds automatically and after 
it is completed the electric motor is stopped by a limit switch. 


with the saddle slideways is mounted on the base containing the coolant tank. By the ingenious construction and design 
of bed and base rigidity and stability of the machine is increased and thus an exceptionally accurate work ensured. The 
electrical installation located inside the base is adequately protected from dust and oil. 

THE SPEEDS 

The contactors and fuses placed inside the base are readily accessible, 
by grease gun. 

THE COOLANT is supplied by an electric pump from the tank located in the base. 

STANDARD EQUIPMENT: 

Two cut feed cam, set of index change gears, set of feed change gears, set of spanners, grease gun, auxiliary attach- 
ment for changing the cam, electric motor 380 or 220 volts including electrical equipment, cooling attachment, operating 
plates, operator's instruction booklet. 


OPTIONAL EQUIPMENT: 

Attachment for cutting helical gears, single-cut feed c 
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Model XK 200/2 


universul bending, bulbing and rounding machine 

This machine is especially suited for the hand bending of iron and steel sheets in the manufacture of cars, aircraft, 

safes, steel furniture, car bodies, in tinsmith's workshops, etc. 

The sturdy construction of both columns and of the longitudinal box-type girders ensures a perfect performance of bends 
all over the working length. The upper bending cheek is elevated by a handwheel the elevating screws being mounted in 
ball bearings. 

The lower bending cheek is horizontally adjusted by eccentric pins to the plate thickness and to the required radius of 
bend. The adjustment of the lower cheek to the radius of the pipe or trough to be bent is accomplished by hand cranks. 
The bending cheek is adequately balanced by a counterweight of new design which reduces the floor space of the machine. 

The machine is also adapted to the bending of pipes by means of a wooden roller. For making bulbs the slot for 

guiding the bulb iron is arranged directly in the table. 

To obtain, in the mass production, all bulbs absolutely uniform the machine is fitted with an adjustable stop on its right- 
hand side. 

The bending bars are inserted into the upper bending cheek and clamped by 3 bolts. 
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Standard Equipment 

1 bulbing attachment 
1 bar for sharp bends 
1 bar for half-round bends 
1 wooden roller dia. 75 mm 
1 wooden roller dia. 100 mm 
i nulb iron dia. io nun 
1 set of spanners 


Additional bars and bulb irons are supplied on special order at an extra charge. 


SPECIFICATIONS 


Working length .... 
Maximum plate thickness (40 kg/mm- tensile) 
Stroke of upper lending cheek . 

Adjustment of lower bending cheek 
Maximum diameter bent . 

Weight of machine 

Weight of machine with packing 

Weight of machine with seaworthy packing 

Dimencions of case 

Contents boxed . . • • 


mm 


STROJEXFORT 
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Tlic niacliiiio (‘oiisists of a riijjjjtMl ooiiiiiiii <ln‘ iippcT part 
of wliioli (Miihodirs tlio driving iiKHliaiiisin for (he upper 
beudiiiy and ((rooviiig bar. In (be lower part of (be eoluinn 
an inelined arbonr and (b(‘ lower bendiiH) and (jrooviiuj 
bar with its rneebaiiism are iiionnted. The aiujiilar position 
of the bars and of (lie arbonr enables (be operation to be 
easily inspected. The power is transmitted by V-belts from 
an individual electric motor. 


S T A \ I) A n I) K i) IJ 1 P M E \ I : 

Electric motor with electrical ecjiiipinent, set of V-belts, 
1 bendiiHj bar either for internal or for external seams, set 
of spanners. Spare bendiiijj and jjroovin(| bars are snppli<‘d 
at an extra ebarpe. 


SPECM ICATIOX : 


Max. leinjtb folded 


iviMMiiir motor: Output 


VVehjht of inaebine 


mm 

r>:p) 

20« 

mm 

120 

\'7" 

!!!!!! 

0*7 

0-027' 

Eil’ 

:i 

liP 

). III. 

1 MM) 


mm 

(;r,o 

25-5 ' 

mm 

12JM) 

50 ' 

mm 

I7.M) 

00 ' 

bu 

1.700 

OOOO Ib^ 


All above data, dimensions and illustrations are not bindiiuj. 
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THREE - ROLL ROUNDING MACHINES 


SINGLE - GEARED ROUNDING MACHINE MODEL 


After the right bearing has been tahen up the upper roll may be swung out to facilitate the removal of 
the rounded plate. The lower roll can be set by means of a handle parallel to the upper roll to suit the 
different plate thickness. The rear roll can also be adjusted by means of a handle with pawl so as to 
enable the rolling both of cylindrical and conical shapes. The lower and the rear rolls are provided with 
slots for insertion of wire. A slot along the whole length of the upper roll is provided for making narrow 
bends. 

A base for these machines is supplied on special order. 

For rolling thinner plates the crank can be set directly on the lower roll and the plate is rolled without 
transmission gears. The rolls are provided with square ends for quick displacement of the crank. 


100/1 


SPECIF 

CATIONS: 



Maximum 

working length 

mm 

1020 

Maximum 

plate thickness 

mm 

1 

Diameter 

of rolls 

mm 

54 

Weight o| 

machine without base 

hg 

146 

Weight o| 

f machine with packing . 

hg 

165 

Weight o| 

[ machine with 



seaworthy 

packing 

kq 

190 

Weight o) 

f machine with base 

kg 

195 


mi m ^ 




SINGLE - GEARED ROUNDING MACHINE MODEL 


100 / 2-3 


Single-geared rigid design on low legs. By displacing the crank on the lower roll the rounding operation 
without transmission gears is enabled. The lower roll is lifted by means of toothed keys, the rear one by 
eccentrics, even while running. With the heavier type the rear roll is lifted by means of screws and 
wheels. Otherwise the machine is similar in design to the Model XZ lOO/l. 


SPECIFICATIONS: 

Model 

XZ 100/2 

XZ 100/3 

Maximum working length 

mm 

1030 

1030 

Maximum plate thickness 

mm 

2 

3 

Diameter of rolls 

mm 

75 

90 

Weight of machine 

kg 

230 

325 

Weight of machine 




with packing 

kg 

260 

365 

Weight of machine with 




seaworthy packing . . 

kg 

290 

405 
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SPECIFICATION 


PBINCIPAL DATA AND 1 


EN SIO N S : 

imeter of 


Grinding capacity of the mach 
peripheral and face cams i 
cylindrical camps up to a diameter of . 

Maximum rise of machined lobe 

Ratio of template spindle speeds to headstock spindle speeds . 

Maximum pitch angle of template 

Distance, centre-line of template spindle to centre-line of work spindle ii 

horizontal position 

Diameter of template spindle head 

Height of centre-line of template spindle above floor 

Range of diameters of templates being used 

Thickness of templates being used 

Di8imeter of copying roller, standard 

Maximum/minimum distance, end of wheel spindle t< 
with workhead spindle in horizontal position 
Maximum/minimum distance, end of spindle to centre-line of workhead 


It clamping plate 


IDE AND 


OBKH 

)f slide oi 


5 AD : 


Longitudinal travel o: 

Height of centre-line of workhead spindle above b 
Number of rates of rotary feed of workhead spindle . 
Range of rates of rotary feed workhead spindle: 

1 revolution of workhead takes .... 
Taper in both ends of workhead spindle . 

Bore of workhead spindle 

Diameter of clamping plates 

WHEEL SLIDE: 


BEt 


Gin 


510/0 

540/180 


DBIVE: 

Electric motor of feed box 800 r. p. m. ... . . . . kW 

Electric motor of wheel slide, 2800 r. p. m. . . . . . . kW 

Electric motor driven pump 2800 r. p. m., 20 litres per minute (on special 

order at an extra charge) . . . . . . . , . kW 

Electric motor of dust exhaust attachment 2800 r. p. m. (on special order 

at an extra charge) kW 

DIMENSIONS AND WEIGHTS: 

Dimensions of machine . approx mm 

Net weight of machine with standard equipment and motors . . . approx, kg 

Weight of feed box motor . . . . . . . . . . approx, kg 25.5 

Weight of wheel slide motor approx, kg 12.5 

Weight of electric motor driven pump . . . . . . approx, kg 11 

Weight of electric motor for dust exhaust attachment approx, kg 13 

Weight of railway packing . . . . ... . . . approx, kg 210 

Weight of seaworthy packing ... . approx, kg 390 

Dimensions of railway packing . . . . . . . . approx, cm 236 X 130 X 240 

Contents boxed approx, cu. metres 6.5 

IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 


2250 X 1180 X 2285 90" X 47" > 


As improvements in design are continually being made, this specification is not to be regarded as binding in detail and dimen- 
sions are subject to alteration without notice. 
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PRESSURE DIECASTING MACHINE TYPE 


is suitable for working up all kinds of non-ferrous metals such as; Zinc, Aluminium, 
Magnesium, and Copper base Alloys. The machine works both by the centre-gate and 
parting-line system and has the following characteristic features and advantages: 
Ingenious and sturdy construction 
Ease of operation by a single handlever 
Economy of production 

The Polak 408 pressure diecasting machine is especially well-suited for the mass pro- 
duction of smaller and medium size components of intricate shape, where small weight 
and neat appearance are of prime importance. It produces castings of an unusual di- 
mensional accuracy and a high-grade surface finish, requiring no subsequent machining. 
As a rule it is entirely sufficient to remove gates or burr and the castings are ready for 
assembly. The machine is ideal for the quantity production of parts in the automotive, 
electrical and optical industries, for builder’s and plumber’s hardware, household 
appiiai-n;ca, etc., as per illustrations on the rear of this catalogue. 

and Qootat’on of tho Pdarf-zin- 

The Polak 408 Machine is illustrated on the front page. It consists mainly of a rigid 
hollow frame of cast steel mounted on a solid base. The frame allows for easy access 
and facility of inspection of the die the stationary half of which is fixed on the left-hand 
side of the frame, the movable half being mounted on the accurately guided dieholder 
of the closing piston. 









The mechanism for opening and closing the die is arranged on the horizontal axis of the frame. The die closing 
is done by a small feeding piston with small consumption of pressure water. During the die closing the closing 
cylinder is fitted with discharge water (without pressure) which is supplied from the hollow frame over a check 
valve. As the full closing pressure is exerted only at the moment of the die closing there is almost no consumpt- 
ion of pressure water at the locking. In the vertical axis of the frame a pressure cylinder is arranged fitted with 
a plunger which carries the easily interchangeable injection piston. With the parting line system the pressure 
chamber is provided under the injection piston (Pig. 2) which serves for casting alloys in a plastic state. When 
using the center-gate system the pressure chamber is arranged as per Pig. 3. The counter piston which is 
supported by a spring covers the gate prior to the injection of metal and thus prevents the metal from running 
prematurely into the die. As the injection piston acts on the metal the counter piston moves to its conical seat 
allowing the metal to enter freely the die. After the injection is completed the metal remaining in the pressure 
chamber is separated from the gate by the counter piston and ejected. 

The Speed of the Injection Piston 

can be regulated at will within the given limits 

The Control 

is effected by a hand-operated single lever distributor fixed on the left of the machine. By shifting the lever to 
the horizontal position the closing action begins ; by pressing it downwards the injection of metal proceeds. Only 
the forward strokes of the piston are controlled while the downward strokes are effected automatically by 
constant pressure. 




The Dravjing of Cores 

from the finished casting can be done 
either by the machine itself, if the 
cores are parallel to the axis of the 
machine, or by a hydraulic core puller, 
if they are across the direction of the 
machine axis. The core pullers are 
built as standardised units with the 
necessary drawing power and suitable 
stroke and are supplied with the ma- 
chine as standard or optional equip- 
ment just as spare pressure chambers 
and other spare parts specified in our 
price quotation. 

The ejection of the finished castings is 
accomplished by ejector pins which -- 
according to the kind of castings and 
the construction of the die — are ope- 
rated either automatically by stops in 
opening the die or by means of a hand 
lever, rack and pinion. 


The Pressure Diecasting Machine 

can work either by the centre gate system, where the pressure chamber is arranged laterally to the die (Fig 3) 
or by the direct injection method (parting line system) where the pressure chamber is in the partine line of 
the die (Fig. 2). i & 

The centre gate system is used when working up Zn-, Al- and Mg-alloys which are usually cast in a liquid state. 
Due to their higher melting point the copper base alloys must be worked up at the lowest possible temperature 
in order to obtain the metal free from air when it enters the die and also to save those parts of the die which 
come into contact with the metal. During the feeding process the small amount of metal cast on the type 408 
having no great heating capacity is subject to considerable loss of heat. Therefore when casting Cu-alloys it is 
lif/i!* the pressure chamber directly into the die as it is done at the parting line system. 

With this method the pressure chamber opens simultaneously with the die and is well cooled down by an air 
current while with the centre gate system the temperature of the pressure chamber, the counter piston and the 
sprue nozzle (with Cu-alloys) would be too high due to the high working speed of the machine. 


The Hydraulic Pressure Plant ARP VIII 


1?=°Z w; ® '^*th the necessary pressure water under a pressure of 120 atm. (1.700 

Ibs/sq. in.) It consists of a pressure pump with an automatic check valve, of a 
pressure valve and of a driving motor. All these parts are mounted o: 


The Pressure Pump RP 9-23 


is built as a high speed three piston pump with a capacity of 27 lit 


53 (6 gals) per minute. The main shaft and 


the connecting rod of the pump rotate in anti-friction bearings which are housed in an oiltight crank box and 
run in an oil bath so that a minimum of attendance is required. The drive is by V-belts from a standard squirrel- 
cage induction motor with an output of 10 HP and a speed of 1440 r. p. m. 


Ths Automatic Control o1 Pressure 

is effected by a minimum pressure valve in the accumulator and by an automatic pressure valve on the pressure 
pump. As soon as the working pressure exceeds 120 atm. (1.700 Ibs/sq. in.) the automatic check valw opens 
and the pump runs idle. When the pressure drops the automatic check valve causes the pump to charge water 
again. In addition, a safety valve is provided which does not allow the pressure to exceed the permissible 
maximum while the minimum pressure valve prevents the pressure from dropping under the permissible limit. 


The fiiccumulator 

consists of a seamless rolled pressure tube of steel, known as a “bottle”, with a content of 40 litres (9 gals) and 
of a stop valve combined with the minimum valve. The pressure bottle is filled half with pressure water and half 
with compressed air or Nitrogen, and is designed to permit sudden discharge of water necessary for each opera- 
tion of the machine, as well as the storage of pressure water supplied by the pressure pump between the indi- 
vidual working cycles. Due to this balancing effect of the accumulator the output of the pressure pump should 
not be higher than the average water consumption of the machine plus a reserve. Each bottle has to pass a rigid 
government inspection and is tested for a pressure higher by about 50^7 than is the actual working pressure. 
The test chart is sent to the customer with the machine. 



The Working Furnace 



of normal design is located within easy reach 
of the operator and serves for maintaining the 
metal at the casting temperature. The Zn-alloys 
having a low melting point may even be melted 
in this furnace, in which case the ladled metal 
must subsequently be replaced. The Machine 408 
is equipped with a furnace with a crucible cont- 
ent of about 50 kg of heavy metal. The furnace 
is well insulated to protect the operator from 
heat radiation and the crucible is sunk deeply 
into the furnace to ensure an even and consist- 
ent heating of the metal throughout. 

The working furnace may be heated by gas or 
oil or on special demand electrically. We can- 
not recommend coke firing, as it does not allow 
the temperature control. For gas or oil firing 
compressed air is necessary and if it is not 
available in the workshop, a low pressure fan 
should be provided. 



The Crucibles 

for the furnace are supplied to suit the metal to be melted. For copper-base alloys the crucibles are made 
of special fire resistant steel, for Zn-alloys crucibles of cast iron or cast steel are employed. 

The Working Furnace for Mg-alloys is of special design to prevent the access of air to the molten metal by 
using sulphur dioxide and thus enabling also this alloy to be worked on a pressure diecasting machine. 


The Melting Furnace 

is usually a crucible furnace of the tipping type, suitable for melting and deoxidizing the metal. One or several 
working furnaces can be charged with molten and pure metal from one melting furnace. 


The Location 

of the machine (I) is done according to the general layout plan or adapted to the local job requirement, with 
the exception of the working furnace (4) which must always be placed in strict accordance with the general 
layout plan, so as to enable the operator to ladle easily the metal. Nor should the accumulator (3) be located 
too far from the machine to avoid the undesirable severe pressure shocks due to an excessively high water 
column. If several machines are located in one shop it is advisable to arrange a central pressure plant of 
a capacity high enough to supply all machines with pressure water. In such a case it is possible to employ one 
accumulator for two machines. All accumulators are arranged in a circle and interconnected for achieving a 
better compensation of pressure and a uniform loading of the pressure pump. It is recommended to locate the 
pressure pumps (2) in a separate room to protect them from dust. The best way of controlling the functions of 
the pumps is to provide them with a change-over mechanism enabling a certain number of pumps to be 
continually in action v/hile the other pumps serve only for compensating the pressure at peak output. The 
piping for the pressure water is supplied separately after the layout plan is definitely fixed. 
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P»6SSURB D.ECRST.MG MACHINE 


. R 1 C E- . H » A » U F A C T U » , » H D,« FOR 
PRESS-URE diegasting of metals. 


Continuous improvements 

of design of these machines based on latest practical and theoretical discovei 


to all industrial countries in Europe and overseas. All the above constitutes a guarantee that these 
machines will satisfy even the most exacting demands. 

There is hardly a field in the manufacture of metal parts or objects in which castings produced in fairly 
large quantities by the pressure dieoasting method have not proved superior to castings produced by 
other methods. That is only natural because 


pressure diecastings 

have a smooth surface corresponding to the surface of the 
requirements of interchangeability. They are fit for imm.e 
They have good mechanical properties and considerable 
lowest limit for the use of this method of production is a 
same kind. 


Some examples of applications of the POLAK 600 machine: 







Automotive industry 

Door handles, hardware, carburetor 
bodies, fuel pump bodies, distributors 
and various other parts of central lu- 


Electrical engineering industry 

power as well as communications: 
Telephone apparatuses and equipment, 
parts of precision measuring instru- 
ments, cable connectors, rotors, stators 
and end shields of small motors, elec- 
tric conduit boxes, various indicating 
plates, cable terminals, etc. 

Optical industry 

Camera frames and other parts, tele- 


Fittings industry 


ngm 
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Kemgermion induSTry 

Various door locks and handles, hinges, etc. 

Household appliance industry 

and manufacture of metal articles of everyday use. 

Building and furniture hardware 

Door handles and shields, window handles and shields, hinges, grips, etc. 

The POLAK 600 Pressure Diecasting Machine 

is fully hydraulic, capable of producing casting of zinc or brass up to a weight of 
1 kg (2,2 lbs) including the gates and up to an area in the parting line of 120 cm® 
(19 sq. inches), castings of aluminium up to a weight of 0,8 kg (1,8 lbs) including 
the gates and up' to an area in the parting line of 200 cm® (31 sq. inches). 

Outstanding Features 

• High output of castings of all kinds of various alloys. 

• Simple operation and easy access to all important parts and to the hydraulic 


Sturdy design, high grade workmanship and correctly selected material with 
a view to the high closing and pressing forces which the machine is capable 
to develop. 


Ease of control and gua 


teed correct sequence of individual operations. 


Hydraulic closing of die permitting the fitting of dies of various heights 
without any adjustment of the closing parts of the machine. 

Cold pressure chamber enabling all alloys suitable for diecasting as known 
hitherto to be cast — indispensable for casting aluminium and brass alloys. 
High specific pressure upon the metal ensuring smooth surface and good 
mechanical properties of the castings. 

Cheap and safe operation. There is no fire hazard, the pressure liquid used 
being an emulsion of water and oil with a pressure of 120 atm (1700 psi). 













Type RP XX Pump 


500 Litre (110 Gals) Accumulator — Two-Bottle 


Hydraulic core-pullers — hydraulic ejectors — working and melting furnaces, gas or oii fired — filling cv- 
linders and gates of vanous diameters. ^ ^ 

We manufacture dies for diecasting of metals 
We prepare plans for pressure diecasting plants of all sizes 
We offer our advice on all problems concerning this branch 

Our products are continuously being improved upon. The description, illustrations and particulars can there- 
fore not always accurately agree with the latest design of machine and consequently are not binding. 


PRAHA - CZECHOSLOVAKIA 


PRESSURE DIECASTING MACHINE 



1 - 




iw-a-days being fully 


Pressure diecastings 

are characterized by a fine structure, smooth surface, good mechanical properties and accurate dimensions. 

In many cases 

re-melted alloys are used for the manufacture of these castings. Scrap such as sprues, material remaining 
in the pressure chamber and rejects can be used again. When changing over from some other manufacturing 
process to pressure diecasting it may be possible to replace the material used in the past by cheaper material 
without in any way affecting the quality of the castings. 

The high degree of economy 

of all methods of shaping material without the use of cutting tools and abrasives is 
appreciated. 

Pressure diecasting 

of metals is the most favourable method from the point of view of economy. It enables the material to be 
transformed directly into the finished product and thus reduces losses of material and machining costs. 

interchangeability of parts 

which is the fundamentai condition of quantity pruuucLiun is saLisiiea as castings rr-om me same me nave 
practically identical dimensions. 

OUTSTANDING FEATURES 

• High output 

• Cold pressure chamber 

Aluminium alloys, very sensitive to being spoiled by admixtures of ii 

• Hydraulic closing of die 

permits dies of various heights to be fitted without any adjustment of the closing parts of the machine. 

• Wide opening of machine 

and long stroke of closing piston. Exceptionally high dies can be fitted, such as those used, for instance, 
for the casting of rotors of electric motors, etc. 

• Exchangeable spacer block 

between closing cylinder and die carrier. It is used for normal dies to eliminate dead movement of the 
piston and has to be removed for high dies. 

• Simple operation 

and easy access to all important parts and to the hydraulic line. 


Applications of the POLAK 2255 Pressure 
Diecasting Machine 

very wide range and it is impossible to list all of them. 
A few examples are mentioned below. 

Cylinder heads of motor cycle engines — motor cycle engine 
crankcase covers rotors of blowers and air compressors for 
internal combustions engines - carburetor bodies - rotors, sta- 
and end shields of electric motors — - electric hand drill hous- 
ings - sewing machine bodies tyiiewriter frame.s - 

frame.s for measuring instruments -- table fan parts — meat 
mincers and parts of various household appliances and a variety 
of other castings of a technical nature. 

The POLAK 2255 Pressure Diecasting Machine 

is a hydraulic machine suitable for the production of castings of 
heavy metals up to a weight of 15 kg ( 33 lbs) including the gate 
and uj) to an area in the parting line of the die of 400 cm- (62 sq. 
inches) or of castings of aluminium alloys up to a weight of 8 kg 
(18 lbs) including the gate and up to an area in the parting line 
of 900 cm- (140 sq. inches). 


n be cast without risk. 


Simple and reliable control of machine 
The pressure liquid 

is an emulsion of water and oil. Safe operation — 


fire hazard. 


DESCRIPTION 
The base plate 

is made of cast iron and consists of two 
main parts joined together. One part car- 
ries the closing cylinder, the other part 
extends below the floor and carries the 
pressure stirrup. 

The closing cylinder 

made of cast steel is of generous dimen- 
sions. It is provided with two lugs for the 
attachment of the ends of two columns 
which join the closing cylinder to the 
pressure stirrup. 

The closing piston 

is made of high grade steel. Its surface is 
ground to reduce the wear of the sealing 
collars to a minimum. It consists of the 
inner small feeding piston and the main 
closing piston. The feeding piston closes 
the machine with a small force, the main 
Tl-iston .dr.awing-in discharge liquid (with- 
out pressure) from a lank arranged above 
the closing cylinder. The liquid is drawn 
in through a check valve which is control- 
led. As soon as the two halves of the die 
come into contact the check valve closes 
and the pressure in the closing cylinder 
rises to the working pressure of 120 atm 
(1700 psi). The machine is closed by the 
mean force. 

The infensifier 

raises the pressure of the liquid in the 
closing cylinder and thus develops the full 
closing force of the machine of 220 tons. 

The pressure cylinder 

is fitted to the pressure stirrup of the machine and is made of cast steel. It consists of two parts. The lower 
part in which the pressure plunger moves, is provided with a pressing force reducer and de-aeratmg valves, 
the upper part forms the so called return-cylinder in which a piston moves which returns the injection piston 
to its original position. 

The pressure plunger 

and return plunger are made of high grade steel and carefully ground. To the pressure plunger the injection 
piston is fitted in a simple manner by means of an extension. This piston is easy to replace. 

The pressure stirrup 

is made of cast steel and, like the closing cylinder, provided with two lugs for the attachment of the columns. 
In the stirrup 

the cold pressure chamber 

is fitted. The chamber consists of the filling box containing the cylinder and the gate. The filling box is 
provided with channels for water cooling. The cylinder and gate arc made of special alloy steel to withstand 
the high thermal and mechanical stresses. 



The two horizontal columns 

join the closing cylinder to the pressure 
stirrup. They transmit the full closing 
force and also serve as a guide for the 
die carrier. They are placed transversally 
above each other so that the die is easily 
accessible from all four sides. 


The die carrier 

is made of cast steel. In case of high dies 
it is bolted directly to the closing piston. 
In case of normal dies a spacer block is 
fitted between the closing piston and the 
die carrier. The carrier is provided wdth 
two exchangeable bushes of generous di- 
mensions by means of which it is guided 
on the columns. 


The hand distributor 

fitted to the pressure stirrup at a d 
venient height controls the various r 
vements of the machine, i. c. closing, 
jcction and opening. It has a single le 
which is easy to operate. 



The stationary half 

of the die is attached to the pressure stirrup. It is provided c 
of the gate. 


L its seating surface with a recess for the head 


The movable half of the die 

is attached to the die carrier by means of the clamping box. 




The accumulator 

is a two-bottle hydro-pneumatic unit with a total capacity of 500 litres 
(110 gals). It ensures the immediate availability of the requisite quan- 
tity of pressure liquid and permits relatively high speeds and easy 
control of the closing and injection pistons to be achieved independent 
of the pump. 


The pump 


is a high speed unit with horizontal pistons, of simple design, absolut- 
ely reliable in operation. It is driven by an electric motor and stops 
and starts automatically in accordance with the rise and drop of pres- 



The machine, pump and accumulator form the pressure diecasting equipment. Since each of 
these units forms and independent assembly the machine alone can, for instance, be con- 
nected to an existing pressure system. When a fairly large number of machines is being 
installed a central pressure piping with a central pumping plant can be set up. 




Type RP XX Pump 


Output of pump litres per miti. 60 — 13 Gals per min. 
Speed of pump r. p. m. 340 

Speed of motor r, p, m. 1440 

Output of motor kW 16.5 

Floor space required for pump 

with motor, approx. mm 1200 X 2300 — 48"X 91" 

Net weight, approx. kg 760 — 1680 lbs 

250 Litre (55 Gal] Accumulator 


Floor space required 
Height above floor, approx. 
Net weight, approx. 


kg 670 ~ 1480 lbs 



Gross weight, railway packing. 


Gross weight, seaworthy packing, 
Measurements of packing case 


kg 920 — 2030 lbs 


metres 4 x 1 X 0.9 — 13'2"X 3"1"X 3' 


We supply 

Hydraulic core-pullers — hydraulic ejectors ~ working and melting furnaces, gas and oil fired — filling 
cylinders and gates of various diameters. 

We manufacture dies for diecasting of metals 

We prepare plans for pressure diecasting plants of all sizes 


We offer our advice on all problems concerning this branch 

Our products are continuously being improved upon. The description, illustrations and particulars can 
therefore not always accurately agree with the latest design of machine and consequently are not binding. 



PRESSURE DIECASTING MACHINE 
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POLAK 900"XYI Pressure Diecasting Machine 
with cold pressure chamber 


Modern production 

demands reliable, simple and safe machines with t 
production and simple and easy control. 

Hydraulic machines 

satisfy these demands and, at the same time, permi 
forces to be developed with perfect safety with com 
of machines. 


, permit high pressures and heavy 
th comparatively small dimensions 


Pressure diecasting machines 

of our manufacture are fully hydraulic and operate with a pressure of the ope- 
rating liquid of 120 atm (1700 psi). The relatively high speeds of the various 
movements and ease of control of these speeds make the machines easily adapt- 
able to operating conditions and result in a high output. 

Pressure diecasting ol metals — a direct transforination 

of material into the finished product 

Pressure diecastings have a smooth surface and accurate dimensions and castings 
from the same die are practically absolutely identical and satisfy the requirement 
of interchangeability. They require only little machining or none at all and in 
many cases can be fitted immediately. They have good mechanical properties. 
Considerable savings in weight are obtained by them due to their relatively 
thin walls. 

The use of re-melted alloys 

and possibility of utilizing even scrap such as sprues, material remaining in the 
pressure chamber, rejects, etc. without, in the majority of cases, affecting the 
quality of the castings makes pressure diecasting one of the most economical 
manufacturing processes. 

OUTSTANDING FEATURES 

• High output of castings of all kinds of various alloys suitable for diecasting. 

• Simple operation and easy access to all important parts and to the hydraulic 
line. 

• Ease of control. An infinitely variable control of the closing and injection 
piston speeds within a wide range and a control, by steps, of the pressing 
force make the machine highly adaptable to the operating conditions most 
suitable for the various alloys. 

• Quick and easy exchange of dies due to the fact that the hydraulic closing 
of the die permits the fitting of dies of various heights without any adjust- 
ment of the closing parts of the machine. 

• Cold pressure chamber. The pressure chamber is separate from the die. The 
metal can be cast at the lowest possible temperature. This considerably in- 
creases the life of the die. The vertical arrangement of the pressure chamber 
eliminates every possibility of air being enclosed in the chamber and forced 
into the cavity of the die. 

• High specific pressure upon the metal. The castings have a smooth surface 
and a fine structure which gives them the best mechanical properties. 

• Cheap and safe operation. There is no fire hazard because the pressure liquid 








Applications of the POLAK 900-XVI 
Pressure Diecasting Machine 

A few industries in which diecasting has been adopt- 
ed on a large scale are listed below. 

Automotive industry 

various decorative mouldings, carburetor bodies, cen- 
tral lubrication pump bodies, oil filter bodies, motor- 
cycle cylinder heads, etc. 

Electrical engineering industry 

power as well as communications — various covers 
and frames of measuring instruments, switch boxes, 
rotors, stators, end shields and fans of electric mo- 


Optical industry 

camera frames, telescope parts, parts such as stands 
of various optical instruments, etc. 

Fittings industry 

v/ater taps, sets of bathroom fittings, parts of spe- 
cial shapes, water meter parts, hose connections, etc. 

Household appliance industry 

meat mincers, coffee grinders, fruit presses, vacuum 
cleaner parts, table fans, etc. 

The POLAK 900-XVI 
Pressure Diecasting Machine 

is fully automatic and suitable for the production 
of castings of aluminium, magnesium and zinc alloys 


















The accumulator 

IS a hydro-pneumatic unit with a capacity of 250 liti'es (55 gals). 
It ensures the immediate availability of the requisite quantity of 
pressure liquid and permits relatively high speeds and easy control 
of the closing and injection pistons to be achieved independently 
of the pump. The output of the pump and, as a result, the electric 
power consumption are very low. 


The pump 

is a high speed unit, with horizontal pistons, of simple design, 
absolutely reliable in operation. It is driven by an electric motor 
and stops and starts automatically in accordance with the per- 
missible rise or drop of pressure in the accumulator. 




The machine, pump and accumulator form the pressure diecasting equipment. Since each of these units 
forms an independent assembly the machine alone can, for instance, be connected to an existing pres- 
sure system. When a fairly large number of machines is being installed a central pressure piping with 
a central pumping plant can be set up. 







POLAK 5065 PRESSURE DIECASTING MACHINE WITH COLD PRESSURE CHAMBER 


The direct transformation of material into the finished product 

is an ideal which pressure diecasting closely approaches. 


Pressure diecasting 


into permanent metal dies produces castings with a smooth surface which corresponds 
to the surface of the die. The dimensions of the castings can be kept within close limits. 
Castings from the same die are practically absolutely identical and satisfy the require- 
ment of interchangeability. In the majority of cases they need not be machined at all and 
can be fitted immediately. 


High strengths 


be made thinner. 


Some examples of applications of the POLAK 5065 


Crank cases, crank case covers and cylinder heads of motor cycle engines — Rotors, 
stators, end shields and fans of electric motors — Frames and parts of typewriters and 
calculating machines — Parts of automatic scales for shops — Frames and stands of 
various optical and measuring instruments — Parts of household refrigerators, vacuum 
cleaners, floor polishers and various other household appliances. Various other castings 
whenever the quantity required exceeds 2 to 4000 and where their surface, weight, accu- 
rate dimensions and mechanical properties are of importance. 


OUTSTANDING FEATURES 


High rate of production of accurate, high grade castings. 

Two-column design limiting the access to the die to a very small extent. The 
fitting of the die is quick and its inspection during operation easy. 

Hydraulic closing of die. Dies of various heights can be fitted without any adjust- 
ment of the closing parts of the machine. 

Wide opening of machine permits even abnormally high dies to be fitted. 

Cold pressure chamber and high specific pressure upon metal. The casting tem- 
perature of the metal is the lowest possible which considerably increases the 
life of the die. 

Vertical arrangement of pressure chamber eliminates the possibility of air being 
forced into the hollow of the mould which would produce air bubbles in the casting. 
Simple operation and easy access to ail important parts and to the hydraulic line. 
Simple and reliable control. 

Safe operation-no fire hazard, the pressure liquid used being an emulsion of water 


and oil. 



DESCRIPTION 


The pressure plunger 



The type 5065 Pressure Diecasting 
Machine 

consists of the vertical hydraulic part 
known as the pressure stirrup in which 
the pressure chamber and the hydraulic- 
ally operated counter piston arc fitted, 
and of the horizontal closing cylinder. The 
two parts are joined by two columns. 


The base plate 

is welded of heavy mild steel sections. 


The closing cylinder 

is made of cast steel and provided with 
two lugs for the fitting of the hydraulic 
cylinders which move the closing piston, 
i. e, close a.nd open the machine. In addit- 
ion to that the cylinder has two further 

big lugs for the attachment of the columns joining the closing cylinder to the pressure stirrup. 


The powerful closing pisfon 

is made of special material and its surface is carefully ground to reduce the wear of sealing collars to a mini- 
mum. The piston is moved by two hydraulic cylinders fitted on either side of the closing cylinder and connected 
with the die carrier by means of pull-rods. When the closing piston moves forward, i. e. when the machine is 
being closed, the closing piston draws discharge liquid (without pressure) into the cylinder from a tank 
arranged above this cylinder. The liquid is drawn in through a filter and a check valve which is controlled. 
At the moment of closing of the machine, i. e. as soon as the two halves of the die come into contact, the check 
valve closes and the pressure of liquid in the closing cylinder rises to the working pressure, i. e. to 120 atm. 
(1700 psi). The machine is closed by the mean force. This arrangement reduces the consumption of pressure 
liquid to a minimum. 


The intensifier 

raises the pressure of the liquid in the closing cylinder to 320 atm. (4550 psi) and thus develops the full closing 
force of the machine of 500 tons. 


The pressure cylinder 

is fitted to the pressure stirrup of the machine and is made of cast steel. It is provided with a pressing force 
reducer and de-aerating valves. 


is made of steel and ground. To the pressure plunger the injection piston is fitted by means of an extension. 
It is easy to replace. 

The pressure stirrup 

is made of cast steel and consists of two parts. One part of big dimensions, with lugs for the two columns, 
is the carrying part and transmits the full closing force. To this part the pressure stirrup proper is fitted in 
such a way that its position can be adjusted vertically. That permits castings with a side inlet to be always 
placed in the die in a position in which there can be no lateral gaping, so that the danger of metal spraying 
from the parting line is avoided. 

The cold pressure chamber 

is fitted in the pressure stirrup. It consists of the filling box, which is provided with channels for water cooling, 
the cylinder and the gate. Its bottom is formed by the counter piston which has an up-and-down movement 
and is hydraulically operated. The cylinder and gate are made of special alloy steel to withstand the high 
thermal and mechanical stresses. 


The two sturdy horizontal columns 

join the closing cylinder to the pressure stirrup. They transmit the full closing force and also serve as a guide 
for the die carrier. They are placed transversally above each other so that the die is easily accessible from all 


The die carrier 

is made of cast steel. In case of high dies 
it is bolted directly to the closing piston. 
In case of lower dies a spacer block is 
fitted between the closing piston and the 
die carrier. The carrier is provided with 
exchangeable bushes of generous dimen- 
sions means of which it is guided into 
the columns. 


The hand distributor 


fitted to the pressure stirrup at a conve- 
nient height controls the various move- 
ments of the machine. 


The fixed half of the die 

is attached to the pressure stirrup. It is 
provided on its seating surface with a re- 
cess for the head of the gate. 


The moving half of the die 

is attached to the die carrier by means of 
the clamping box. 





The accumulator 


is a three-bottle 
city of 750 litre 
availability of tl 
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The machine, pump and ac- 
cumulator form the pressure 
diecasting equipment. Since 
each of these units forms an 
independent assembly a cen- 
tral pressure piping with a 
cenlrai pumping piaut can be 
set up when a fairly large 
number of machines is being 
installed. 

We supply 

Hydraulic core-pullers 
Hydraulic ejectors 
Working and melting 
furnaces, gas or oil fired. 

We manufacture dies for 
diecasting of metals. 

We prepare plans for pressure 
diecasting plants of all sizes. 

We offer our advice on all 
problems concerning this 
branch. 

Our products are continuously 
being improved upon. The des- 
cription, illustrations and par- 
ticulars can therefore not al- 
ways accurately agree with 
the latest design of machine 
and consequently axe not 
binding. 









HYDRAULIC PLASTIC INJECTION MOULDING PRESS Model LTr 1245 


mjection moulding process. 
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rically in the heating chamber where „t each stroke, the charging action being easily adiustable 


charged automatically from the hopper into 


ed only for keeping the die closed with 


™r.r»:".X xxrr:. r. ..... 

.......... .. ....... xxrt 

.r:." ....... ..-s ™“- *■ 

I". ...... ............ - “• 

m.oer situated in the upper part of the frame. It incorporates a hardened, 
into the heating chamber. The automatic feeding device is driven oif the .n.ect.on piston. 

material and ensure its thorough 


The . . 

to which the movable die is clamped. 

The injection piston moves vertically in the injection cylinder 


interchangeable plunger, passing 

The heating chamber is electrically heated. It is arranged so that it also will handle crushed scrap 

nnd uniform heoting. The heating chamber is easily interchangeable, , • • t- 

Ive disti-ibutor actuated b, o single lever. The distributor is arranged to prevent the .n,ec ,on 
Ive for the speed regulation of the injection piston. 

tch incorporated in a special box. 


The control is effected by a four-va 

of material before the die is closed. It also embodies a vo 

. - - ..... . ■ •• 

in the pressed material,. U.es ca.. o,.o ... • ^ ^ 

The power unit end the P'P“ '"^'d’lnJrrlnrcToracteristics for electric motors and heoting. 


SPECIFICATIONS ; 


grams 


kg 

mm 

mm 

cm-- 


Metric; 

,35 

1 80—300 
3.5 

130 X 120 
35 
42 
360 
40 


English : 

1.2 02. 
180—300 
7.7 lbs. 

5.1" X 47io" 
1.4" 

6.5 sq, in. 
5100 lbs./sq,/in, 
1 . 6 " 


Number of shots per hour (dependent on the kind of produc ) 

Maximum weight of molten material per hour . 

Maximum dimensions of dies (vertical X horizonta ) 

Height of stationary die ■ •, • ' p' r,' c ' . . cir 

MaLum pressing area in parting-plane of die (for Polystyren 

Normal specific pressure in material ^ ^ 

Normal diameter of injection plunger kg/cm^ 280, 470, 640, 900 

Other available pressures in material 

Additional diameters of injection plungers (optional equipment) . . • • 

Maximum power consumption for the heating chamber 

Die closing power . 

Injection pressure 

Stroke of closing piston 

Stroke of injection plunger . . . • 

Maximum daylight opening of closing piston 

Maximum working pressure 

Weight of machine v) u' • 

Overall dimensions of machine (length X width X height) . . ■ • • 

V/eight of machine with seaworthy packing 

Contents boxed 

In ordering, specify voltage, phase and frequency of power supply! 

i.provenrenfs in design ore ccnfinuoiiy being made, fbis specifico.ion is no. ta be regarded os binding in detail, ond ditaensiens 

are subject to alteration without notice. 


kg/cm^ 

280, 470, 640, 900 

4000, 6700, 9100, 
13000 Ibs./sq./in. 

mm 

45. 35. 30. 25 

1.8", 1.4", 1.2". 1 

kW 

1.2 

1.2 

tons 

12 

26,400 lbs. 

tons 

4.5 

9.900 lbs. 

mm 

130 

5.1" 

mm 

78 

3.1" 

mm 

230 

9.1" 

atm. 

150/10 

2130 Ibs./sq./in. 

kg 

cm 

480 

9.5 cwt 

85 X 70 X 165 

2'10" X 2'4" X 5'5" 

kg 

625 

12 cwt 

1.7 

60 cu. feet 
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The Hydraulic Presses series LRB are our smallest presses for moulding hardenable plastics, such 
as bakelite, carbamide and melamine, but also rubber etc., in heated moulds. 

The machine is of vertical design, with overhead pressure, and is powered by an individually motor- 
driven pump with electric motor. The rapid closing of the mould is effected by low-pressure oil 
while the moulding operation proper is done by high-pressure oil supplied by a plunger pump. The 
press is equipped with a mechanical bottom ejector. The operation of the machine is very simple 
by a single lever. 
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GENERAL DESCRIPTION 

THE FRAME 

of the press which is made of grey cast iron, is heavily dimensioned 
construction. At the top is a cast steel hydraulic cylinder. The lateral parts 

^stable prismatic guides for the upper clamp platen. The base of the frame contains the U^w- 
prLsure accumulator on the left-hand side of which is located the pump, and on a swivelling 
the electric motor. This swivel feature enables an easy belt tension adjustment. 

THE PRESSING PISTON 

moves in a hydraulic cylinder, is accurately ground and carries the f 

on its lower surface for clamping the upper mould half. In the centre of the table ,s a 

ejector. 

the ejection 

is done mechanically from below by means of a handwheel, pinion, and geared e,ector. 

THE OPERATION OF THE PRESS . 

is effected by a two-valve distributor located on the left-hand side of the machine <:<>"tro^^e'i 

the machine is provided with a short-termed signal clock. 




pressure accumu 


• the moulding proper and for opening the mould. I nus so-, u pe> 


STANDARD EQUIPMENT 

Pump with pulleys and V-belts, electric motor with protective contactor, pressure gauge, 1 set of 
spanners, 3 sets of spare packings, 1 operator’s instruction booklet. 

OPTIONAL EQUIPMENT (only on special order and at an extra charge) 

Control panel with devices for automatic regulation of the mould temperature (1 double mercury 

relay, 2 thermostats), compressor with blow gun. 

On special order we supply moulds according to drawings or samples sent. 
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SPECIFICATIONS 


Metric English 


Maximum pressing power .... 

tons 

LRB 30 

30 

LRB 45 

45 

LRB 30 

tons 30 

LRB 45 

45 

Maximum return power 

tons 

5 

6,5 

tons 5 

6,5 

Maximum platen distance 

mm 

450 

650 

in. 18 

25,5 

Minimum platen distance .... 

mm 

250 

400 

in. 9,8 

15,7 

Stroke of piston 

mm 

200 

250 

in. 7,9 

9,8 

Dimensions of clamp platens . . . 

mm 

o 

o 

400 X 360 

in. 14,2x 12,2 

1 5,75 X 14,2 

Distance between columns .... 

mm 

325 

385 

in. 12,8 

1 5,2 

Stroke of ejector 

mm 

140 

1 50 

in. 5.5 

5,9 

Maximum working pressure . . . 

atm 

320 

320 

Ibs/sq. in. 4550 

4550 

Pressure in low-pressure accumul- 
ator 

atm 

5 

5 

Ibs/sq. in. 7lK 

71X 

Quantity of operating oil .... 

litres 

2 0 

20 

gals. 4,4 

4,4 

Output of motor 

kW 

1,1 

1,1 

kW 1,1 

1,1 

Dimensions of machine 

cm 

92:. 51 ;-:191 

92 70x222 

in 36x 20x 75 

36x 27,5 x 87 

Net weight of machine 

kg 

620 

960 

lbs 1370 

2120 

Weight of machine with seaworthy 
packing 

kg 

760 

1035 

lbs 1680 

2285 

Contents boxed 

m'’ 

1,5 

1,8 

cuft 5 3 

64 

Dimensions of seaworthy packing . 

cm 

100 ;' 7 0 ■:20 5 

100 90x235 

in. 39x 27,5 x 81 

39 X 35 x 93 


OPERATING LIQUID: 

Non-foaming oi I with a viscosity of 3, 5® E at 5 0*^0 , preferably SHELL VOLTOL OIL II should be used, 
in ordering, specify voitage, phase and frequency of power supply! 

As improvements in design are continually being made, this specification is not to be regarded as binding 
in detail, and dimensions are subject to alteration without notice. 
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STBAIGHT-SIDED DEEP THBOATED 
ECCENTRIC PRESSES SERIES 


These machines are made in two types, as High-Speed Presses 
marked with the index “a” with a cutting pressure of 12.5, 16, 
25 and 40 tons, and as Slow-Speed Presses with a geared trans- 
mission and a cutting pressure of 25, 40 and 63 tons. 
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STRAIGHT-SIDED 
DEEP THROATED 
ECCENTRIC PRESSES 
SERIES 

I PP 

MM MM A 


An outstanding feature of these presses is that they can be equipped with a single roll feed, double 
roll feed, and gripper feed attachments or with a turntable to suit the job requirements. The press 
frame is of particularly rigid construction to meet all demands for accuracy when using progressive 
station multiple dies or complex punching dies. 

The eccentric shaft is accurately mounted in heavily dimensioned bearings and has an eccentric bush 
for changing the stroke. 

The stroke is easily adjusted and the required rate of stroke may be secured. A reliable rolling key 
clutch with a device for preventing the repetition of strokes is arranged both for single strokes and 
for continuous operation by depressing a foot-treadle. 

The machine is adjusted for both alternatives by shifting a lever. 

The clutch of the press is actuated either by a two-hand protective device or by a foot treadle without 
the protective device. 

Particular care and attention has been paid to the workmanship, selection and heat treatment of 
materials, which results in a longer life and enduring accuracy of the press. 

Before leaving the works every machine is tested for accuracy in accordance with the rules valid for 
presses. 

If not otherwise ordered, the machines are equipped normally with a motor drive to suit 220/380 volts 
current supply. 





Eccentric Press Model LEP 12,5/140a 


STANDARD EQUIPMENT 

Top ejectors for removing the pressings from the upper die-half, clamping plate, two-hand protective 
device, V-beits, motor V-belt pulley, motor bracket, gear transmission guard, motor for 380/220 volts, 
central lubrication system is provided for periodical oiling, set of spanners, operating instruction booklet. 

OPTIONAL EQUIPMENT 

supplied on special order and at an extra charge: 


Hardened and ground steel insert into the die holder when using small tools and for punching oper- 
ations without waste, spring or air-operated downholders for drawing operations. Downholders of 
suitable design and size will be recommended in the offer. Stroke counters for recording the number 
of strokes and pressings produced. 

Electrical Equipment: 

Contactors, switches, electromagnetic starter and spot light. 




GAP-FRAME ECCENTRIC PRESSES 


STROJEXPORT 


PRAHA - CZECHOSLOVAKIA 


The machines which are described in the catalogue, are especially w 
operations as well as for light profiling worfr. Their outstanding features 
ciency, exceptional rigidity and versatilrty, 


ll-suited for heavy shearing and punching 
ire; simple but ingenious design, high effi- 









DESCRSPTiON Of- IWACHiNi 


COLUMN 


ECCENTRIC SHAFT 


The STROKE 


The CLUTCH 


COUNTERSHAFT 


INSPECTION 











Kceeded. When cutti 
operation which, if 
. Nor should the ollc 











SAFETY DEVICES 

The machines are provided with a two- 
hand protective device to protect both 
hands of the operator from injury. The 
flywheel and the countershaft ore cover- 
ed with safety guards. 


DRIVE 

The power is transmitted from an elec- 
tric motor mounted on an adjustable 
bracket enabling easy and correct V- 
belt tension adjustment- The High-speed 
Presses Type LS ore driven by V-belts 
from the flywheel mounted on the main 
shaft- On the LP Slow-speed Presses 
a geared countershaft is interposed bet- 
ween the flywheel and the main shaft. 



LUBRICATION 


OVERALL DIMENSIONS OF 









WHEN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY 



As improvements in design are continLolly being made, this specification is not to be regarded os binding in detail and dimensions 
are subject to alteration without notice. 
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HYDRAULIC PRESS 


This press is particularly suitable for the manufacture of moulding: 
of heat-hardening substances (thermosets), such as carbamides 
melamines, phenolformaldehydes, rubber, etc., in heated moulds 













DESCRIPTION 


The frame of the press is enclosed, welded of rolled sections and steel sheets. The cabinet on 
the left hand side of the press contains the electrical equipment. 

At the right hand side the pump is arranged, fitted to the operating oil tank, as well as the 
electric motor driving the pump and the pressure oil distributor with the lever mechanism. 
In the tank the oil cleaner is fitted for removing impurities. The filter can be taken out easily 
without the contents of the tank being drained. The upper cast iron platen is pressed on the 
piston and secured by a nut locked by a screw. It is provided with a pan which catches any 
oil which may escape through leaks in the stuffing box. The platen is guided in adjustable pris- 
matic guideways ot soft cast iron and provided at its bottom surface with diagonal “T"-slots 
for clamping the upper part of the mould. The lower cast iron table is bolted to the frame 
of the press and has clamping slots identical with those of the upper platen. A rod for the 
ejection of mouldings passes through the centre 
of the table. 

The forged moulding cylinder is built into the top 
part of the press. 

The moulding piston is sealed by means of a collar 
made of oil resisting material. The head of the 
piston IS sealed by a collar against the moulding 
space and the withdrawing space. 

The operation of the press is controlled bv a two- 

hand lever. The press cannot be started unless 
a safety lever is simultaneously depressed by the 
operator’s left hand. This affords protection against 
injuries. 

The semi-automatic operation of the press is con- 
trolled by an electromagnetic equipment with a 
type RZeh time relay. The time necessary for the 
hardening of the moulding having elapsed, this 
equipment changes the distributor over to with- 
drawal and, at the same time, starts the pump so 
that the press is opened. The time relay can be 
set within a range of I'/a to 15 minutes. The 
automatic opening of the press can be cut out of 
operation by switching off a switch, e. g. when 
complicated mouldings are being moulded which 
require cores to be removed, etc. before the mould 
IS opened. The top position of the moulding platen 
can be set as required by a stop on the pull rod. 

The automatic opening of the press simplifies 
operation and permits mouldings to be produced 
quickly and at a uniform rate. 

The press is driven by a two-stage pump. 

The low pressure part is formed by a gear pump 
which supplies a large quantity of oil while the 
piston pump runs at a high speed at no load. The 
piston pump then increases the oil pressure to 
the figure required for the moulding proper. 

The change-over from the low pressure, which 
has a constant upper limit, to the high pressure 
and vice versa is done by a slide valve. 

The high pressure is infinitely variable within 
a range of 50 to 100% of the maximum pressure. 

As soon as the pressure reaches the set figure 
the pump IS cut out automatically and continues 





The mouldings are ejected from 
the upper half of the mould by 
ejectors which pass through the 
platen as it approaches its top 


be done either 
by hand. 


The automatic temperature con- 
trol of the moulds with which the 
press IS equipped consists of two 
falling stirrup type temperature 
regulators and an iron-constan- 
tan connection which is atteched 
to the mould by means of termi- 
nals ( thermocouples ) . One regula- 
tor controls the upper half of the 
mould, the other the lower half. 


btandurd h 


Pump with electric motor, push- 
button starting and thermal over- 
load protection, pressure gauge, 
time relay and electromagnetic 
catch, automatic temperature 


Operating oil required for filling, 
further spare packings, spare 
parts, insulating plates under 
moulds, heating plates for moulds. 









Withdn 


Maximu 


pipssui 


upward, 




at 50«C 


Weight o 
Shipping 


PLEASE STATE IN YOUR ORDER THE VOLTAGE 
AVAILABLE FOR THE ELECTRIC MOTOR 


The machines are continuously being improved upon. 
The data given in this prospectus are therefore not 
binding in detail. 


(Dimensions in millimetres) 


Dimensional Drawing of the 
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THE WORKING TABLE f 

forms one unit with the lower cross-beam and is fitted with slots for clamping l(ie lower mould 

half. It contains, ejectors and the bottom ejecting mechanism. | ' ' 

THE CLAMP PLATEN * 

is heayily; reinfqjrced and provided with slots for clamping the upper mould half. It is guided 

on the columns) in adjustable bronze bushed bearings. 

THE CYLINDER [ 

is mounted in ithe upper cross-beam and is accurately ground to ensure long li^e of the piston 
packings. The top ejectors may be mounted into the respective openings in the cylinder. Four 
columns connect|the upper and lower cross-beam forming at the same time the frqme of the press 
and the guideway of the clamp platen. The head of the piston is provided with bronze 
guides and with packings. 

THE EJECTING ‘MECHANISM 

is controlled by the upper clamp platen through draw rods enabling change! of iStroke and 
disengagement. ) The ejectors are returned to their bottom position by means (of the ejecting 
mechanism. 


THE HYDRAULIC DOUBLE-PRESSURE POWER UNIT Model RPZ 9 

is located outside the machine. Its gear pump supplies low pressure oil for the cjuick downward 




Distfibuton _ Power Unir RPZ 9 

motion of the clamp platen. The piston pump supplies high pressure oil for the proper moulding 
operation. Both ’pumps are engaged and disengaged hydraulically and automatically. 

THE CONTROL: t 

Is effected hydrpulically by a distributor with 5 valves controlled by means of ' a single foot- 
lever. To enable the escape of air from the mould and to prevent any damage to the 
mouldi.ng at thfe^ejection the speed of the clamp platen can be delayed. The delay may be re- 
gulated. After the working cycle has been completed the automatic opening of the press is 
accomplished by an automatic locking device controlled by a time relay on whjch the working 
time is set. As a result, the machine operates semi-automatically. This device may be cut out 
when desired. ' | 


HYDRAULIC SEMI-AUTOMATIC PLASTIC 
MOULDING PRESSES Models LB 250 and LB 500. 


THERMAL REGiULATION. I 

The moulds are heated to the working temperature electrically or by other means 
matically held'jc t this temperature by means of thermostats and mercury relays.! 

STANDARD EqjJIPMENT: | 

control panel 'w|h pressure gauge, pressure control valve and switch-off mechar| 
with electronta^^etic locking device, set of spanners, 3 sets of spare packings, op| 

tioii bookifett I 


OPTIONAL EQUIPMENT: 


i unit RPZ 9 with container, electric motor, starter, pulley and V-h| 
; machine), thermal regulation devices (thermostats, mercury rell 
hen ordering always state the kind and data of heating energy 
ting plates for moulds. | 
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INCLINABLE ECCENTRIC 
PRESSES SERIES 


Inclinable Eccentric Press Model 25/220. 
On front page is shown Inclinable 
Eccentric Press Model LEN 63/280 with 
revolving feed attachment. 


View of Eccentri c Press Model 
LEN 63/280 with open 


material by employing automatic fe< 


variety of cutting and drawing operations by using spring-loaded 
(ell-suited for the high-speed quantity production from coiled strip 




For work from coiled strip material the presses are furn|! 
For the gripper feed and double roll feed attachments strip 
rolls for straightening strips up to the max. thickness of 0.5 
essary, however, first to consult the manufacturer, whether 
ened in this way! 


without any danger 


STANDARD EQUIPMENT: (included in the pric 
Bolster plate, two-hand protective device, V-belts, 


of the machine) 
notor pulley, electric motor 


220/380 


OPTIONAL EQUIPMENT: (supplied on special order and at an extra cost) 

Hardened and ground steel insert into the bolster plate when using small tools and for punching operations without 
waste, air-operated or spring-loaded downholders for drawing operations (the convenient design and size of the down- 
holders will be given in our offer), stroke counters for recording the numbers of strokes and pressings produced. 


workmanship, which 
tested for accuracy 


machine 


inducing accuracy. Prior 


delivery each 






50 ^:/ 0 ''i'iD 










bonderzubehur: 


Drahteinzug. Der Antrieb des Drahteinzuges erfoigt durch eine Kulisse. Die Nagelldnge wird leicht aurcn 
eine Schraube eingestellt. Der EinzugsmeiBel wird wahrend des RCicklaufs abgehoben, so doB der Draht 
von der scharfen Messerschneide nicht abgerieben und die Messerschneide nicht abgestumpft wird. Das 
Ausschalten des Drahteinzuges erfoigt durch einen Handauslbser bei laufender Maschine. 

Werkzeuge. Die Werkzeuge sind leicht zuganglich und konnen schnell ausgewechselt werden. Der Ham- 
merstempel ist in einem stellbaren Stempelhalter von kleinen Abmessungen befestigt und gegen Heraus- 
fallen wahrend des Betriebes gesichert. Als Neuheit ist das Backenstuck in Form eines Kastchens ausge- 
bildet, wobei durch bloBes Verdrehen das Spannprofil Umal erneuert werden kann, ohne das Gesenk 
auswechsein zu mussen. Diese Einrichtung bringt betrachtliche Zeitersparnisse mit sich. 

Abstreifer. Urn das Herumstreuen der fertigen Ndgel auBerhalb des Ausfallbleches zu vermeiden, ist die 
Maschine mit einem Abstreifer ausgestattet, der den abgeschnittenen Nagel nach unten auf das Ausfall 
blech befdrdert. Der Abstreifer ist unterhalb des Hammerschlittens angebracht. Ein zweiter, von obei 
wirkender Abstreifer dient zum Entfernen der sich etwa nach dem Stumpfwerden der Messerschneide. 
bildenden Abfalle. 

Normaizubehor: 1 Stempel, 

1 vierzehnfaches Kopfgesenk, 

Messer zum Spitzenschneiden, 

Fettpresse, 

Betriebsanleitung. 


Jeder Drahtstiftdurchmesser erfordert natCirlich andere Werkzeuge. Bei Besteilung wolle man mabgf 
bende Muster oder genaue Zeichnungen der Artikel beifCigen. Zugleich machen wir aufmerksam, daB a. 
unseren Maschinen auch gewohniiche Nieten, u. zw. bis zu dem jeweils gegebenen Durchmesser, herg. 
stellt werden konnen. 

Die Maschinen werden mit fester oder loser Riemenscheibe geliefert. Auf Wunsch und gegen Mehrpre 
liefern wir Maschinen fCir direkten Motorantrieb. 


Der Hauptvorzug dieser Pressen besteht in ihrer hohen Leistung selbst bei langem, schwerem Dauerbe- 
trieb, so daB sie alien zeitgemaBen Anforderungen vollauf entsprechen. 

Konstruktion. Der krdftige Bau der Maschinen, ebenso wie die uberaus zweckmaBige konstruktive 
Durchbildung oiler beanspruchten Teile gewahrleisten hohe Lebensdauer bei dauernder Hochstleistung. 
Der Maschinenkdrper sowie alle ubrigen Teile sind der hohen Beanspruchung entsprechend reichlich be- 
messen. Besonderer Wert wurde auf den GCitegrad des angewandten Materials und genaue Werkstatt- 
ausfuhrung gelegt. Grundsatzlich wurden Ersparnisse durch konstruktive Vervolikommnung und nicht 
auf Kosten der Gute und Betriebssicherheit erzielt. 

Hauptuntrieb. Die Steuerungsorgane betinden sich out zwel seitiich geiagerten Hiifswellen, wodurch das 
Aufeinanderschnellen der Messer vermieden wird. Die Kurbelwelle ist vierfach gelagert und durch ein 
Gegengewicht ausgewuchtet, so daB ein gleichmaBiger Gang der Presse erzielt und ihre Lebensdauer er- 
hoht wird. Die in langen Fiihrungen gleitenden Messerschieber werden mittels Kurbelexzenter angetrieben. 
Sdmtiiche Lagerstellen sind mit Bronzefuttern versehen, mit Ausnahme der Rollen, die auf Nadellagern 
rotieren, wodurch ein Warmlaufen vermieden und der VerschleiB auf das MindestmaB beschrankt wird. 
Alle unbeweglichen Lagerstellen sind mit Zentralschmierung, nur die beweglichen Teile mit normalen 
Schmierbiichsen ausgestattet. 













MECHANICAL PRESSES 


c are placing iii your hands a catalogue of the most common types of mechanical presses produced in 
oiir works, the booklet does not contain speciat purpose types supplied on special order. 

techno^og^ carefully designed, and made of high-quality materiat in order to meet all demands of tlie modern 

All power-driven | resses are fitted with protective devices. These eliminate, under normal circumstances anv 
° outstanding quality of our machines is testified not only by the numerous machines 

old cullomeri ■ ° ^ continually receiving both from new and 

Our engiiieeiing stall will gladly assist you in the selection of a suitable type of machine, and in solving your 
mariu actnrmg problems which due to the lack of scientific knowledge on the subject of the technology of shZ 
mg metals on presses can only be solved on the basis of experience 

clel^v enoni"'' Tl' uf “ur presses. Where the illustration does not show 

a S PU'-Pos'^ ‘he press is intended for, a short explanation is stated. At the end a brief survey of 

auxiliory attachments is given which largely coiitribule to an increased oulpul and improved quality of prodJcIs 

Hand-Operated Presses 

Gap Frame Presses, pressure 5 — 16 Ions. 

Straight-Sided Presses, pressure 10 — 24 tons. 

Two-Column, pressure 25 to 40 tons, with long ram stroke. 

oot-Operated Presses, a substitute for small power presses, pressure 1500 to 2500 Ions, suitable for 


Eccentric Presses 

High-Speed Gap Fran 


Gap Frame Presses wi 
Geared Countershaft 


Gap Frame Presses with 
Adjustable Table 


Gap Frame Straight-Sided 


Gap Frame Straight-Sided 
Inclinable Presses 


Straight-Sided Crank Presses 


Drawing Presses 

Inclinable Drawing Presses 


Straight-Sided Drawing Pre 


Straight-Sided Friction 
Screw Presses 

Automatic Grip, Roller and 
Pincer Feed Attachment 


pressure 5 — 16 Ions, 
pressure 10 — 24 tons, 
pressure 25 to 40 tons, with long ram stroke. 

a substitute for small power presses, pressure 1500 to 2500 Ions, suitable for 
finishing work. 

Pressure 1,5 to 32 tons. 

Suitable for all pressing operations. 

Pressure 32 to 50 Ions. 

Suitable for pressing from strips, not suitable, however, for operations 
where the work has to be inserted into the die individually 
Pressure 20 to 315 tons. 

Suitable for all operations, where either strip material is used or Ih- 
workpieces are inserted into the die individually. 

Pressure 12 lo 80 tons 

are supplied either as high-speed presses or with geared countershaft; 
Ihese machmes are used to advantage for operations, where dies of differ- 
ent heigh s are o be used owing lo the size of workpieces; the frame 
of most types of presses can be filled with a sturdy steel horn if ih-^ 
fable IS swung out of the way so that the machine can be used for mercim- 

Pressure 12,5 lo 100 tons 

for sa^*'^ 'Vi"' geared counlershafl. Suitable 

Sefer Them r T -*'o-"ers 

prefer thern to ordmary gap frame presses, because the eccentric shaft 

•'» 

Pressure 12,5 to 100 tons 

are suitable for same operations as above mentioned machines; moreover 
hrsMce behind *'i"e down the table into 

-re-ano,,.. 

.fcL„T'i?’tablL‘'r ‘'“'-""a'*'. a..d llae 

Pl-essure 35 lo 45 tons 

Pressure 30 lo 125 tons 

are designed for making deep vessels. 

Pressure 50 lo 200 tons 

»«'c™ 


d for bending, shearing, piercing 


may be supplied for presses with stationary table up to a pressure of 100 
ous 1 esc feed aflachmenls can be supplemented by coiIsrnds L .ua 
ferial straighlening devices. a.isidiias ana ma- 

can be supplied for siraighi sided presses series LEP and LEN provided 
their pressure does not exceed 6.3 tons. ^ 

such as drawing, spring, and air-operaled devices, bollom or lop ejeclors 
siroke.conniers. central lubricalion etc. can be supplied lo all om prTssesT 


HAND-OPERATED PRESSES 

















mmim 


ilric Press - Pressure 







ECCENTRIC PRESSES 


ECCENTRIC PRESSES 


Inclinable Eccenlric Press - Pressure 32.000 kg 


Slraight. Sided Eccenlric Press with 
Roll I'eed Aitachmenl and Coil-Siand 
- Pressure 8.000 kg 


Inclinable Eccenlric Press wilh 
Two-Side Roll Feed Aitachmenl 
Downholder . Pressure 50.000 kg 


LEP 12.5/1 40a 


SIraighl-Sided Eccenlric Press with Revolving 
Table - Pressure 12.500 kg 


LEP 63/280 


Inclinable Eccenlric Press 
- Pressure 63.000 kg 


dlh Revolving Tabic 


Slraighl-Sided Eccentric Press with Two.Side 
Roll Feed Aitachmenl . Pressure 63.000 kg 



















straight. Sided I rictionP 

ress - Pressure iOO.OOOkg^^ 

Straighf-Sided Forging Press, Small Dislanc 
hel ween Columns . Pressure 80.000 kg 



/S f J i 


LFK 125/400 

: 






FRICTION SCREW PRESSES 

% 


FEED ATTACHMENT 

Allcicliiiierifs lo Pn 


suitable both for 
anlilY production, arc suppli 
on request. 


Straight-Sided hriciion Scr 
- Pressure 160.000 kq 


roll feed atlachmeni 


Double roll feed attachi 


Straight-Sided Friction Sc 




KOVO 

VACIAVSKE NAM. 56, PRAHA M. 
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rMuiuw HKtW FORGING PRESS Model IFK 20 

This machine has bean designed for heavy work in hot forging dies 

reinforced by heavilv dZ " cart steel frame whit 


reinforced by heavily dimensioned hot drawn bolts " ' 


STANDARD EQUIPMENT: l insert into the dronb It 

opt,o.a: too,p«rHr, n„.. ...ut! rr::! ' 






i. 







SPECIFICATIONS 


200 

250,000 


Distance 




10,500 


ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY I 


SS MODEL LD 30 


KOYO 


PRAHA - CZECHOSLOVAKIA 
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700 
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700 
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75 
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950 
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HYOBAULIC 


STRAIGHTENING 


PRESS 


heavy duty, fast operating machine. Its versatility, 


ig connecting rod bushes, driving box brasses ect. 


ig operatic 


;nding and is especially useful for railroad shops and 


autoi 


GENERAL DESCRIPTION: 


The frame is of substantial cross-beam construction, with 
electrically welded steel plates, and is accessible from three 
sides. The power unit is located at the rear of the frame while 
the hydraulic distributor is at the upper right. 

The hydraulic cylinder is made of cast iron and mounted 
between steel plates at the top of the machine. 

The pressing piston is of the differential type with an accu- 
rately ground steel piston rod and a grey cast iron head. The 
head is packed with metal piston rings and the piston rod 
with a leather cuff. The piston stroke can be read on the scale 
of the guiding bar. At the bottom the piston is provided with 
a 35 mm dia. hole for clamping the tool. 

The working table which is made of high quality cast steel, 
is heavily dimensioned and provided with T-slots and a 1 20 mm 
dia. drop-hole. 

The control of the press is effected by a hand lever or by a 
foot treadle which are located on the right-hand side of the 
press and actuate the single-valve distributor. The valve and 

block, are easily removable. The down and upward stroke of 
the piston is limited by adjustable stops mounted on a bar 
which is firmly coupled to the piston. 

The drive of the press is by a RPZ 2 double-pressure 
power unit incorporated in the oil tank which is lo- 
cated at the rear of the press frame. The power unit is 
driven by a flange motor. The low-pressure part con- 
sists of a gear pump supplying a large quantity of low- 
pressure oil for the quick idle motion of the piston. 

The pressing operation is by high-pressure oil supplied 
by a plunger pump. The oil pressure is infinitely va- 
riable and may be checked up on the pressure gauge 
even during the operation. The power unit is fitted with 
a hydraulic cut-out device by which it is automatically 
released, after the pre-set pressure has been reached, 
so that the motor runs idle. By this arrangement 50— 

70 % of driving power are saved. 

STANDARD ACCESSORIES: 

RPZ 2 power unit with motor, pressure gauge, 1 set of 
spanners, 3 sets of spare packings, 1 operator’s instruc- 
tion booklet. 



SPECIFICATIONS: 


Maximum pressure 

Return pressure 

Maximum distance between platens 

Maximum stroke of piston 

Diameter of piston 

Throat 

Dimensions of table 

Drop-hole in table 

Piston speed for down stroke by low pressure 

Piston speed for down stroke by high pressure 

Return speed of piston 

Capacity of power unit RPZ 2; 

Gear pump supplies 45 litres (10 galls) per minute up to . . 
Plunger pump supplies 2.7 litres (0.6 galls) per minute up to 
Output of motor 

Dimensions of machine (length X width X height) . . . . • ■ 

Dimensions of seaworthy packing (length x width x height) . 

Net weight of machine 

Weight of machine with packing 

Weight of machine with seaworthy packing 


. at 300 

kW 1,5 

cm180x150x;208 
cm 190x94x202 
kg 1 050 

kg 1 300 

kg 1410 


4.92'74.63" 

11 , 8 " 

59,1 "X 13.78" 
dia. 4,72" 

2,56 in. per sec. 
0,177 in. per sec. 
9,8 in. per sep. 

170 lbs per sq. inch 
4250 lbs per sq. inch 

71"x59"x82" 
75" X 37" X 89" 
2.320 lbs 
2.860 lbs 
3.100 lbs 


IN ORDERING, SPECIFY VOLTAGE, PHASE AND FREQUENCY OF POWER SUPPLY! 


As improvements in design a 


jally being made, this specification is not to be regarded as bind 


1800 



LT D., 56, vAC LAVS ICi N AM., PR AM A 1 1, C,Z ECHOSLOVAKIA 



The stand of the press is a steel casting the rigidity of which is increased by two anchors shrunk onto 
it. There are two rams moving on the guideways of the stand. They are driven by a crankshaft which 
runs in bronze bushes. The movement is transmitted to the main ram, which has extended guideways, 
by a forged connecting rod actuated by an eccentric crankpin. The clamping ram is driven by two 
cams and a bell crank mechanism. The main ram is provided with a wedge which serves for positioning 
a part of the forging tool. 

The crankshaft is driven by a simple reduction gear. The pinion keyed to the layshaft is driven 
through a multi-plate clutch by a flywheel to which the torque of the electric motor is transmitted by 
V-belts. The rotating masses are stopped,- w,hen the clutch is disengaged, by an automatically 
acting band brake fitted fo the layshaft. . ' 

The press is controlled by compressed aiti Which is distributed by a slide valve. It is started by foot. 
The press is centrally li/bricated. The' lubricant is supplied ^by a hand (sump. The distribution of 
lubricant to the various lub^ricoting points is goverfred by'distributors. 

The press is protected against overload by;a"'safery;‘aey|c^ setTor'the required pressure hydraulically 
The safety device is fitted between the layshaft ar(d the pinion, There is, in addition, a spring operated 
safety devise In the bell crapk mechanism Of the ciompihg ram. 

Included in the equipment of' the press is.qn.qi 
the machine for forging' 'and fhe distribution' 


ig-the length, of the rod fed into 





SPECIFICATIONS: 


Model; Old designation 

New designation 

Maximum working pressure 

Maximum working length 

Distance between housings 

Forming capacity 45 kg'mm- for L 

up to s 4 

Specification of minimum values s 5 

for the selection of the tool (in mm) s - 6 

s 8 

s - 10 

s - 12 



OLS 200/a 
LO 200-A 

3750 

2600 

1500 2000 


13 20 

22 34 

34 50 

50 70 


OLS 200/ b 
LO 200- B 
200.000 
4250 
2600 

2500 3000 

7 9 

11 13 

15 20 

27 34 

44 55 

65 80 

90 110 


OLS 200/c 
LO 200-C 

4250 

3550 

3600 4200 

11 13 

16 20 

24 28 

42 50 

68 80 

98 - 


Depth of throat 

Width of table 

Max, distance, table to ram 

Adjustment of ram 

Height of stroke 

Number of working strokes per minute 



Maximum plate thickness formed (45 kg mm'- tensile) 


Maximum length formed 

Overall length of machine 

Overall width of machine 

Height of machine/height of table above floor , 

Overall height of machine 

Net weight of machine 


4000 

2200 

3800/910 

4200 

20.000 


305 

250 

450 

150 

80 

22 


15 1450 



3050 

4250 

2200 


3800/910 
4200 
21 .000 


2200 

3800/910 

4400 

26,000 


For light bending operations we supply Press Brakes for 125 tons pressure. We wil I glad ly submit you our offer on request. 

In ordering, specify voltage, phase and frequency of power supply! 

As improvements in design are continually being made, this specification is not to be regarded as binding in detail, and dimen- 
sions are subject to alteration without notice. 
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TYPE CPA 400 HYDRAULIC SCRAP PACKING PRESS 


The press is us 
into furnaces, 


heavy engineering plants for packing metal scrap into boles to make them reody for storage, transportotion. charging 


The press consists of the following parts: hopper, filling box with lid, 2 rou 
the rough-pressing traverse and the hydraulically controlled locking devic 
the Dox. 

1 hydraulic final-pressing cylinder with 2 reverse cylinders for the reverse 
1 central and 1 auxiliary .distribution equipment by means of which the pre 
According to the,client’s wish the press can be supplied with 2 or 3 six-plur 
75 kW output through a gear box of the double pressure type. One of the 


Operation 

The hopper of ample dimensions is fed with material, most speed! 
draulle cylinders into the filling box. Next the (Id of thefillipg box 
Then the material is pres ed down by means of the rough-prossini 
Ffna", the final-pressing plunger compresses the material at a m 
mm (3 3Vii to i'll ) After opening the filling ox which I cftcctc 
box f. om w he-e ‘t i. removed by a crane or by some other means 
The pre i equipped with an automatic releasing double-pre ure 






Output per minute . 
Pressure . . . ■ 


Diameter of plungers . 


Speed 

Input on pump shoft, approx. 


100.4/15.4 

22.13/3.40 


54/350 
910/5000 
50—1 31 /32" 
3X55X5 and 3X24 
3X2 5/32"X3/16'’ 
and 3X15/16" 
m. 253 

21 


Electric motor 380/2 20 Volts, 
Continuous rating . 

Volume of packing box 


27 

1430 


Please slate the operating voltage in your order. 
Changes of details of design reserved. 


SrffOiEXPORT 


PRAHA. CZECHOSLOVAKIA 








Distance 1 


ins the profile rolls are heavi- 
ly dimensioned and adequately 








Maximum 




Net weight 


BORDERING MACHINES FOR HAND DRIVE SERIES XB 


BORDERING MACHINES FOR POWER DRIVE SERIES XBM 


XBM 120f400 300— 700 mm 400—1000 400—1350 
XBM 120/700 300— 700 mm 400—1000 400-1350 
XBM 160/600 300—700 mm 400—1000 400—1350 
In ordering, specify voltage, phase and Ire- 

Aa improvements in design are continually being 
made, this specification is not to be regarded as 
binding in detail, and dimensions are subject to 
alteration without notice. 


STROIEXPORT - PRAHA - CZECHOSLOVAKIA 





SPRING HAMMERS 







, \ < SPRING HAMMERS 

Owing to their efficiency of production and 
simplicity of design the AJAX LAMINATED 
SPRING HAMMERS belong to the most perfect 
forging machines of this ki.nd. 

Low purchasing costs, ease of operation, ver- 
satility, low horsepower requirements and 
reliability in service are the main features of 
these machines. 

The AJAX HAMMERS are supplied arranged 
either for the line shaft or individual motor 
drive. 

‘with t.bis conipleceiy new design the opening 

space at the end of the laminated springs. 

This feature offers a number of advantages: 

t tei ‘ Ths cnd of the laminated spring is constantly lubricated which' reduces the wear to the minimum. 

( i The iubricant does not splash and does not disturb the operator. 

Small chips' prbduce'd on the springs are collected In the lubricating space whereby the operator is protected 
from injury. 

At the 'entrance the' section for the laminated spring. Is^relnforced to eliminate breakage of the ram. 




The following results of stretching are a proof of the high capacity of the AJAX HAMMERS: 


Hammer Weight of Blows per 


Mild s 
Mild s 


in stretching 
from 200 
up to 1100 mm 


s of forging the stock was still fairly red hot and at the s; 


e heat the stretching was continued. 


GENERAL DESCRIPTION OF THE AJAX LAMINATED SPRING HAMMERS: 



The motor “17” with a squirrel-cage rote 
base plate “16” enables a easy belt tensior 
The power is transmitted from the motor ‘ 
years of practical service well proven ham 
stopping of motor is effected by a pushbuttc 
motor against overload may be connected t 


The convenient location of the motor ma- 
kes the laminated spring “1 1 ” readily acces- 
sible so that if necessary a spring plate may 
be easily replaced without removing the 
motor. The belt drive is provided with wire 
net protection. The AJAX Hammers arran- 
ged for individual motor drive are sup- 
plied completely assembled, including the 
electric motor of a horsepower corres- 
ponding with the size of the hammer. The 
motor should be selected somewhat more 
powerful than necessary to ensure reliabi- 
lity in service and long life of the ma- 









The machines are driven by an electric motor the power of which is transmitted to the lower 
knife shaft through a multi-plate clutch and three reducing gears. The upper knife shaft is 
gear driven. Quick stopping of the machine is facilitated by a brake. The shaft of the third 
reducing gear is extended and fitted with a sprocket for a roller chain for the drive of 
a coiler. The strip of sheet metal is fed between the knives by means of adjustable bars and 
drawn out of the cut by passing between two rollers one of which is a driving one. 

STANDARD EQUIPMENT: 

For Type: NOP 50/3 

4 circular knives 
126 spacers 2 to 50 mm thick 
10 feeding bars, long 

5 feeding bars, short 
spanners for attendance 
band grease gun 
technical documents 


For Type: NOP 75/3 
4 circular knives 
126 spacers 2 to 50 mm thick 
spanners for attendance 
hand grease gun 
technical documents 


OPTIONAL EQUIPMENT: 

For Type: NOP 50/3 
Disc knives to order 
Unwinding and coiling equipment 

SPECIFIC.ATION: 

Type 

Maximum width of strip . . . n 
Clear width between housings . n 
Maximum thickness of sheets 
with : 

2 pairs of knives . . , . n 
4 pairs of knives . . 

6 pairs of knives . . 

10 pairs of knives . . 

12 pairs of knives . . 

Minimum width of strips cu 
Cutting speed, per minute . 

Power of electric motor . 

Weight of machine . . . 


For Type: NOP 75/3 
Disc knives to order 
Unwinding and coiling equipment 


NOP 50/3 
500 19 5/8" 

600 23 5/8" 


3 11 S.W o 

2 14 S.W. G. 

1.5 17S.W. G. 

1 19 S.W.G. 

0.75 22 S.W.G. 
19/32" 

65' 7" 


15 


NOP 75/3 
750 29 1/2" 


2 14 S.W.G. 

1.5 17 S.W.G. 

1 19 S.W.G. 

0.75 22 S.W.G. 
19/32" 
39'to97'3" 


15 


9.5 


2300 5070 lbs 


PLEASE STATE IN YOUR ORDER THE VOLTAGE AVAILABLE FOR THE ELECTRIC 
MOTORS 
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